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DONGGUAN DOHRE TOOL CO.,LTD. is high-tech company that specialized
in researching & manufacturing & operating high precision cnc tools, like tungsten
carbide end mills, drill bits, cnc tool holders, boring bars.

Products are widely used in motor industry, aerospace industry, plastic products,

electronic manufacturing, etc.We always pay attention to and learned customers'real
demands,offering great-valued services and the most economical & effective
manufacture solutions.

In order to providing better serives, we have found branch offices in Guangdong,

Zhejiang,Chongging,Hunan province, regional agents around many cities. Overseas
market spread to America,Europe,South East Asia,Middle East, such as the United
States, the United Kingdom,Germany,Switzerland,Dubai, Turkey,etc. And have had
regional agents in some countries.

Excellent quality,advanced equipments and good credit are our strengths.

Our company is pursuing the objective all the time "quality first,prestige first,
integrity—based, user paramount, excellent services", try our best to satisfy
customers' needs and expectation.
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DOHRE TOOL CO.,LTD services plan is on our cooperation partner ,provide the Advanced
service ,Help you Improve the production efficiency and profitability on whole proceducing processing!
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Ttechnology optimization

DOHRE technology optimization services:

=The tools of choose application ,standard ,design .

=Application of pure art production principles to try to avoid waste
=working completely,standardize to reduce the stock .

=Keep the order of processing to make working process .
=Integrated operation to play to the value of maximum benefit

The new project

Create a competitive advantage by the Using the innovation
The Innovative engineering services OF DOHRE has prodiced the
Excellent processing scheme on many area ,such as utomobile,
aerospace,heavy equipment,General processing,refrigeration
equipment,railway equipment .

The value-added services :
=Lean production process development
=Non-standard cutting tools

=Cost evaluation

=Plan, monitor, and procurement.

Tool regrinding

Dohre Tool Regrinding services to help you optimize the value
of the metal cutting tool in the entire life cycle, the way is giving
it close to the new performance in a rapid turnaround time. Ideal
tool will coming for you'!

Training

Dohre knowledge center provides you with the following

training course to support you continuously improve productivity
and reduce cost:

=the comprehensive tool application

=industry specific and application

= Scheme for scene processing

Comprehensive service plan

Through our comprehensive service plan to establish partnership
with you and focus on Integrating production process through
following ways. Then increasing production efficiency:

= continuous site optimization

=synchronization of new products and technology optimization

=The omni-directional logistics
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Germany 30 years manufacturing technology

Switzerland's most advanced coating technology
10 years of drills successful program
A unique circular blade design, achieve chip superior performance and high precision machining.
Advanced PVD coatings and special formula base materials, the combination of German and American technology, German’s advanced equipment
make drills high-speed, efficient drilling.
Depending on your processing product designs more appropriate solution. You will have double the processing efficiency, precision and more stable.
Full range of grinding service, get a higher return on your investment.
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FMALKERR, BHEAEHNHETZEHR—RAOTNBIERENEEE—E,
Use of global resources, combines the advanced manufacturing technology and
world-class project implementation capacity.
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In the entire tool life cycle, we offer a tool grinding service, make the tool value maximum,
make your costs to a minimum, tooling cost down more than 50% !

100%
90%
80% =

70% =
60% -
50% =

40% =
30% =
20%

NNV

10% -
0%

52% cost reduction
=\
O )

withou with one with two with three
regrinds regrinds regrinds regrinds
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MABRARBEREEMKES, TURSAARINKRERRIR, EVPHE, FEUGRENSELERESR!
BRAROKEMEREE M, BESMERSETIR. $hk. RIMLEE.

Join DOHRE company carbide recycling activities, can improve the environmental awareness of employees, care
for the environment, and in a responsible attitude to deal with waste products.
Dohre recycle all kinds of carbide products, include all kinds of carbide inserts, drills, reamer and tap,etc.

DOHRE
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E-X-TY high performance general standard 2 blade high—-speed drill

E-X-TY ifi Fim MR HE R 27) 75 iR S O

#E Grade

o<

B

F—

L

-,

138°

HMEBTIAINAE SRR, AHbmk. RERBERIHEMELR
RpMOBRERABARS T F
Hehnt, BETAREAES (R HETIO~30%)

Itis TiAIN mixed coating with high red hardness. Minimal quantities of lubricant processing,

& FR 35 Bp AR A2 SR AR 2 i B

highly polished surface to ensure excellent chipping discharge even in application of low pressure cooling
fluid,Significantly improve the average metal cutting rate, extend working life (at least improved 10-30%).

MG] 0.6um] 0010%] HRc-so] AITINLI

H IS
* RSP
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*TNENE
* RE AL HE
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Y 30°

BRI, ETHE

m7

HREE-L

Manufacturing characteristics:
* Specification type produced as ISO standard
* Chisel edge modification Ftype, DOHRE standard

* Main flute top angle

138°

* Chip breaker special design, good for chip
*Diameter tolerance M7
* Surface treatment Nano coating-L

Product Code Blade diameter Blade length Full Shank Inventory m#
EE R 74 di & H 2R L i d 550 600
EXTY00050 0.5 3 50 3 [ ] o
EXTY00060 0.6 3 50 3 (] (€]
EXTY00070 0.7 4 50 3 [ ] (@)
EXTY00080 0.8 4 50 3 [ ] ©
EXTY00090 0.9 5 50 3 [} O
EXTY00100 1.0 6 50 3 ) @)
EXTY00110 1.1 7 50 3 [ ] O
EXTY00120 1.2 8 50 3 [} O
EXTY00130 1.3 8 50 3 (] O
EXTY00140 1.4 9 50 3 [ ] ©)
EXTY00150 1.5 9 50 3 [ ] o
EXTY00160 1.6 10 50 3 [ ] ©
EXTY00170 1.7 10 50 3 [} O
EXTY00180 1.8 11 50 3 ) @)
EXTY00190 1.9 11 50 3 [ ] O
EXTY00200 2.0 12 50 3 [} O
EXTY00210 2.1 12 50 3 () @}
EXTY00220 2.2 13 50 3 [} ©
EXTY00230 2.3 13 50 3 [ ] o
EXTY00240 2.4 14 50 3 [ ] )
EXTY00250 2.5 14 50 3 () O
EXTY00260 2.6 14 50 3 ) @}
EXTY00270 2.7 16 50 3 [ ] O
EXTY00280 2.8 16 50 3 [} O
EXTY00290 2.9 16 50 3 (] O
EXTY00300 3.0 16 50 3 (] ©)
EXTY00310 3.1 18 50 4 [ ] o
EXTY00320 3.2 18 50 4 [ (@)
EXTY00330 3.3 18 50 4 M4X0.7Q o ©
EXTY00340 3.4 20 50 4 NO.8-32UNC o O
EXTY00350 3.5 20 50 4 M4X0.5Q [ ] O
EXTY00360 3.6 20 50 4 () (@]
EXTY00370 &t/ 20 50 4 M4X0.7G (] O
EXTY00380 3.8 22 50 4 M4X0.5G o ©
EXTY00390 3.9 22 50 4 [ ] o
EXTY00400 4.0 22 50 4 (] O
EXTY00410 41 22 60 6 (] ©
EXTY00420 4.2 22 60 6 M5X0.8G (] ©)
EXTY00430 4.3 24 60 6 (] O
EXTY00440 4.4 24 60 6 () O
EXTY00450 4.5 24 60 6 M5X0.5Q (] O
EXTY00460 4.6 24 60 6 M5X0.8G o ©
EXTY00470 4.7 24 60 6 ) @}
EXTY00480 4.8 26 60 6 [ ] O
EXTY00490 4.9 26 60 6 [} ©
EXTY00500 5.0 26 60 6 M6X1Q ) @}
EXTY00510 5.1 26 60 6 [ ] O
EXTY00520 5.2 26 60 6 [} O
EXTY00530 583 26 60 6 M6X0.75Q (] O
1% R 45 8 . .
L T N UT W T TP # 7: [EXTvo0osdl-F5) = [EXTvo0ssd-food
FEAMMAGRT RO N R, REFETORTHEN RS
HREHF ; BT TAGLAEERGSE . DOHRE : M4X0.7 Q  M4X0.7 G
Usage features 24 4 1) 1] 2HE R

Used for process common material,like structural steel.alloy steel, stainless steel,gray cast IE———1
iron,nodular cast iron, non-ferrous metal. Strong centering ability can achieve stable size precision

and good surface quality.Suitable for the occasion of outstanding processing system rigidity.

www.dohrecnc.com
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E-X-TY high performance general standard 2 blade high—-speed drill

E-X-TY ifi Fim MR HE R 27) 75 iR S O

o<

B

L

F—~

& Grade

)

138°

GMHBTIAINABR & ER . A HERE . SEMF R I HERK L
BRFPARAERARBAH R LRTRARLAAGERERAARST P
Hehkt, ERTVAKAES (RYEAETI0~30%)

Itis TiAIN mixed coating with high red hardness. Minimal quantities of lubricant processing,
highly polished surface to ensure excellent chipping discharge even in application of low pressure cooling
fluid,Significantly improve the average metal cutting rate, extend working life (at least improved 10-30%).

MG] 0.6um] 0010%] HRC<501 AITINLI

FIE
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138°

m7

MK B E-L
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S %ISOfR A HiliE
F#, DOHRE#R/#

BRI, ETHE

Manufacturing characteristics:

* Specification type produ

* Chisel edge modification F type, DOHRE standard
138°

* Main flute top angle

ced as ISO standard

* Chip breaker special design, good for chip

*Diameter tolerance M7
*Surface treatment  Nano

coating-L

Product Code Blade diameter Blade length Full Shank Inventory mEfF
E R 7% d1 7R H 2R L wmiE d 550 600
EXTY00540 5.4 28 60 6 [ J O
EXTY00550 585) 28 60 M6X1G [ J ©)
EXTY00560 5.6 28 60 6 [ J ©)
EXTY00570 5.7 28 60 6 [ J ©)
EXTY00580 5.8 28 60 6 [ J @)
EXTY00590 5.9 28 60 6 [ ©
EXTY00600 6.0 28 60 6 [ ©)
EXTY00610 6.1 31 80 8 O @)
EXTY00620 6.2 31 80 8 (@) O
EXTY00630 6.3 31 80 8 ©) ©)
EXTY00640 6.4 31 80 8 O ¢}
EXTY00650 6.5 31 80 8 o O
EXTY00660 6.6 31 80 8 @) @)
EXTY00670 6.7 31 80 8 © (€]
EXTY00680 6.8 34 80 8 M8X1.25Q @) (¢}
EXTY00690 6.9 34 80 8 M8X1Q O @)
EXTY00700 7.0 34 80 8 [ J O
EXTY00710 71 34 80 8 ©) ©)
EXTY00720 7.2 34 80 8 @) ©)
EXTY00730 7.3 34 80 8 M8X0.75Q @) O
EXTY00740 7.4 34 80 8 M8X1.25G @) @)
EXTY00750 7.5 34 80 8 (] ©
EXTY00760 7.6 37 80 8 @) ©)
EXTY00770 7.7 37 80 8 @) @)
EXTY00780 7.8 37 80 8 @) O
EXTY00790 7.9 37 80 8 © ©)
EXTY00800 8.0 37 80 8 [ ] ©)
EXTY00810 8.1 37 90 10 @] O
EXTY00820 8.2 37 90 10 © @)
EXTY00830 8.3 37 90 10 €} (€}
EXTY00840 8.4 37 90 10 @) ©)
EXTY00850 8.5 37 90 10 M10X1.5Q [ ] @)
EXTY00860 8.6 40 90 10 O O
EXTY00870 8.7 40 90 10 © ©)
EXTY00880 8.8 40 90 10 M10X1.25Q @) ©)
EXTY00890 8.9 40 90 10 M10X1Q @) ©)
EXTY00900 9.0 40 90 10 [ ] @)
EXTY00910 9.1 40 90 10 €} (¢}
EXTY00920 9.2 40 90 10 (@) O
EXTY00930 9.3 40 90 10 M10X0.75Q/1.5G O ©
EXTY00940 9.4 40 90 10 O ©
EXTY00950 9.5 40 90 10 [ ] ©)
150 4% 2
AF&EE. ohm. THA. RBEH. REB8. A28 i7# 51 [EXTY00350]-[550] = [EXTY00350-[550]
FEAMAGRT ; R, AR R ORTH AR R 4i 5 MR 45 MR
AROHEE; BET R IALMNEERGS S S, M4X0.7 Q  M4X0.7 G
Usage features Wi Dl LR Bk

Used for process common material,like structural steel,alloy steel, stainl

iron,nodular cast iron, non-ferrous metal. Strong cente:

g ability can achiev le size

precision and good surface quality.Suitable for the occasion of outstanding processing

system rigidity.

A02

cel,gray cast

DOHRE

www.dohrecnc.com




E-X-TY high performance general standard 2 blade high—-speed drill

E-X-TY ifi Fim MR HE R 27) 75 iR S O

S

Y 30°

B

138°

IS

& Grade

F—~

L

GMHBTIAINABR & ER . A HERE . SEMF R I HERK L
BRFPARAERARBAH R LRTRARLAAGERERAARST P
Hehkt, ERTVAKAES (RYEAETI0~30%)

Itis TiAIN mixed coating with high red hardness. Minimal quantities of lubricant processing,
highly polished surface to ensure excellent chipping discharge even in application of low pressure cooling
fluid,Significantly improve the average metal cutting rate, extend working life (at least improved 10-30%).

MG] &wmlcmmq mom]Amm]
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* RELIE HXKBRE-L

Manufacturing characteristics:
* Specification type produced as ISO standard

* Chisel edge modification F type, DOHRE standard
138°

* Main flute top angle

* Chip breaker special design, good for chip

*Diameter tolerance M7

* Surface treatment Nano coating-L

Product Code Blade diameter Blade length Full Shank Inventory s
EER M n& d1 7R H &R L wE d 550 600
EXTY00960 9.6 43 90 10 (@] (@]
EXTY00970 9.7 43 90 10 O O
EXTY00980 9.8 43 90 10 (€] (@]
EXTY00990 9.9 43 90 10 (¢} O
EXTY01000 10.0 43 90 10 [ J O
EXTY01010 10.1 43 100 12 (@] (@]
EXTY01020 10.2 43 100 12 O O
EXTY01030 10.3 43 100 12 M12X1.75Q (] (@]
EXTY01040 10.4 43 100 12 [ ] (@]
EXTY01050 10.5 43 100 12 O O
EXTY01060 10.6 47 100 12 (€] (@]
EXTY01070 10.7 47 100 12 o (@]
EXTY01080 10.8 47 100 12 O O
EXTY01090 10.9 47 100 12 (@] (@]
EXTY01100 11.0 47 100 12 M12X1Q [ ] o
EXTY01110 11.1 47 100 12 M12X1.75G O O
EXTY01120 11.2 47 100 12 (@] (@]
EXTY01130 11.3 47 100 12 O O
EXTY01140 11.4 47 100 12 O O
EXTY01150 11.5 47 100 12 [ ] (@]
EXTY01160 11.6 51 100 12 O O
EXTY01170 11.7 51 100 12 (@) (@)
EXTY01180 11.8 51 100 12 O O
EXTY01190 11.9 51 100 12 O O
EXTY01200 12.0 51 100 14 M14X2Q [} (@)
EXTY01300 13.0 55 115 14 M14X2G(1Q) [ ] (@]
EXTY01400 14.0 55 115 14 M16X2Q [ ] (@]
EXTY01500 15.0 55 115 16 M16X1Q [ ] (@]
EXTY01600 16.0 55 115 18 M18X2.5Q [ ] (@]
EXTY01700 17.0 55 115 18 M18X1Q [ ] (@]
EXTY01800 18.0 55 115 20 M20X2Q [ ] (@]
EXTY01900 19.0 55 115 20 M20X1Q [ ] (@]
EXTY02000 20.0 55 115 22 M22X2Q [} (@)
EXTY02100 21.0 75 150 25 O O
EXTY02200 22.0 75 150 25 €] (@]
EXTY02310 23.0 75 150 25 (@] (@]
EXTY02400 24.0 75 150 25 O O
EXTY02500 25.0 75 150 25 (@] (@]
EXTY02600 26.0 75 150 30 (¢} O
EXTY02700 27.0 75 150 30 O O
EXTY02800 28.0 75 150 30 (@] (@]
EXTY02900 29.0 75 150 30 O O
EXTY03000 30.0 75 150 30 (] (@)
LR
MFSHA. 6440 . THM. KRGS . R2BH. H248 iT% 31 [EXTY00350]-[550] = [EXTY00350-[600]
ERAMHO IR TORH R, REAETORTHER REY wmLo M i M
FAORE, T LALARERGHS . . M4X0.7 Q  M4X0.7 G
Usage features ﬁﬁ# UJ_M ﬁiﬁ: :W_“—
Used for process common material,like structural steel,alloy steel, stainless steel gray cast
iron,nodular cast iron, non-ferrou al. Strong centering ability can achieve stable size
precision and good surface quality.Suitable for the occasion of outstanding processing DOHRE
system rigidity.

www.dohrecnc.com



E-X-NY high speed (Internal cooling) two drill

E-X-NY B ( W% ) Z7)#ER

3XD/5XD/8XD

HHERANE

NEBENTHERZE &S24 A (BEX-NL) wI heilsz AHI.

A A AT £ T A IS .

LRHAEFTR2EAGERETY 248
Drills and hole tolerance
Solid carbide drills(E X-NL) with tolerance M7, hole tolerance is H9, even up to H8.

Other drilling tolerance need special soll

MG] 0.6um] c01o%] HRC<50] AITINS]

id carbide drills.

\) 30°

14

* Rt 8FISOMRfEHIE
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*HEEER Hwikit, ETHE
*TIERE m7
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Manufacturing characteristics:

* Specification type produced as ISO standard

* Chisel edge modification F type, DOHRE standard
*Main flute top angle  138°

* Chip breaker special design, good for chip
*Diameter tolerance M7

*Surface treatment Nano coating-L

Product Code Blade diameter |_Blade length 71& H Full &8 L Shank & d Inventory Mm%
E R 74 di 3XD 5XD 8XD 3XD 5XD 8XD 3XD 5XD 8XD | 3XD | 5XD | 8XD
EXNL00400 40 24 | 36 | 43 | 66 | 74 | st 6 6 6 o o] o
EXNL00450 45 24 | 36 | 43 | 66 | 74 | 81 6 6 6 o| o | o
EXNL00500 5.0 28 | 44 | 57 | 66 | 8 | 95 6 6 6 o| o | o
EXNL00550 5.5 28 | 44 | 57 | 66 | 82 | 95 6 6 6 o| o | o
EXNL00600 6.0 28 | 44 | 57 | 66 | 82 | 95 6 6 6 o| o | o
EXNL00650 6.5 3 | 53 | 76 | 79 | 91 | 114 8 8 8 o| o | o
EXNL00700 7.0 34 | 53 | 76 | 79 | 91 | 114 8 8 8 o| o | o
EXNL00750 7.5 41 53 | 76 | 79 | 91 | 116 8 8 8 o| o | o
EXNL00800 8.0 41 53 | 76 | 79 | o1 | 116 8 8 8 o| o | o
EXNL00850 8.5 47 | 61 95 | 89 | 103 | 142 | 10 [ 10 | 10 | 0o | © | ©
EXNL00900 9.0 47 | 1 95 | 89 | 103 [ 142 | 10 [ 10 | 10 | © | © | ©
EXNL00950 9.5 47 | 61 95 | 89 | 103 | 142 | 10 [ 10 | 10 | © | © | ©
EXNL01000 10.0 47 | 6t 95 | 89 | 103 | 142 | 10 | 10 | 10 | o | © | ©
EXNL01050 10.5 55 | 71 | 114 | 102 | 118 | 162 | 12 | 12 | 12 | o | © | ©
EXNL01100 11.0 55 | 71 | 114 | 102 | 118 | 162 | 12 | 12 | 12 | o | © | ©
EXNLO01150 11.5 55 | 71 | 114 | 102 | 118 | 162 | 12 | 12 | 12 | o | © | ©
EXNLO1200 12.0 55 71 114 102 118 162 12 12 12 (©) €] ©
EXNL01250 12.5 60 | 77 | 133 | 107 | 124 | 178 | 14 | 14 | 14 | o | o | ©
EXNL01300 13.0 60 | 77 | 133 | 107 | 124 | 178 | 14 | 14 | 14 | o | o | ©
EXNLO01350 13.5 60 | 77 | 133 | 107 | 124 | 178 | 14 | 14 | 14 | o | © | ©
EXNL01400 14.0 60 | 77 | 133 | 107 | 124 | 178 | 14 | 14 | 14 | o | o | ©
EXNL01450 14.5 65 | 8 | 152 | 115 | 133 | 204 | 16 | 16 | 16 | © | © | ©
EXNL01500 15.0 65 | 83 | 152 | 115 | 133 | 204 | 16 | 16 | 16 | o | © | ©
EXNL01550 15.5 65 | 83 | 152 | 115 | 133 | 204 | 16 | 16 | 16 | o | o | ©
EXNL01600 16.0 65 | 83 | 152 | 115 | 133 | 204 | 16 | 16 | 16 | o | © | ©
EXNLO01650 16.5 73 | 93 | 171 | 123 | 143 | 223 | 18 | 18 | 18 | o | © | ©
EXNL01700 17.0 73 | 93 | 171 | 123 | 143 | 223 | 18 | 18 | 18 | © | o | ©
EXNL01750 17.5 78 | 93 | 171 | 123 | 143 | 223 | 18 | 18 | 18 | © | © | ©
EXNL01800 18.0 78 | 93 | 171 | 123 | 143 | 223 | 18 | 18 | 18 | o | O | ©
EXNL01850 18.5 79 | 101 | —— | 131 | 153 | —- 20 | 20 | 20 | o | o | ©
EXNL01900 19.0 79 | 101 | — | 131 | 153 | —- 20 | 20 | 20 | o | o | o
EXNL01950 19.5 79 | 101 | —— | 131 | 153 | —- 20 | 20 | 20 | o | o | ©
EXNL02000 20.0 79 | 101 | - | 131 | 1583 | —- 20 | 20 | 20 | o | o | o
B g RN 7% 50 [EXNL |

TREEE . MRk BERTERTH
#5367 X T 42D IN65353T 4]

Accept custom-made

A04

Diameter, cutting length, overall length can be customized.

Shank type can be made as ISO standard.

LIES

ERE

N MR

EX--AITINS BALEMBMNEIE. SEANSRMNI,

EX-ALTINS suitable for high speed and high feed machining of commom materia

DOHRE

www.dohrecnc.com




E-X-WL high speed (External cooling) two drill

EX-WL &i& (45M% ) Z 718858

3XD/5XD/8XD
HlER A
* R X SEISORAEHIE
- *1# 718 IE F#, DOHRE#R#
dl d1)13g° *ETAFH 138°
—— H * HEBHER $Ekigit, ETHE
* TN E m7
L *RELE HKARE-S
Manufacturing characteristics:
* Specification type produced as ISO standard
* Chisel edge modification F type, DOHRE standard
*Main flute top angle  138°
* Chip breaker special design, good for chip
ﬁﬁ&ﬂ.ﬁf * Diameter tolerance M7
ANEBMTE MR T S48 (EX-NL) I he3Ln % AH9. * Surface treatment  Nano coating-S

A A W AR R T £ T A BITS .
LR SUPAP Rl B SHESE-3 - E: & - f
Drills and hole tolerance

Solid carbide drills(E X-NL) with tolerance M7, hole tolerance is H9, even up to H8.
Other drilling tolerance need special solid carbide drills.

MG] o.s;um] c01o%] HRC~50] AITINS]

Product Code Blade diameter |_Blade length 71& H Full &8 L Shank ##% d Inventory &7z
ERE N1 di 3XD | 5XD | 8XD | 3XD | 5XD | 8XD | 3XD | 5XD | 8XD | 3XD | 5XD | 8XD
EXWL00400 4.0 24 36 43 66 74 81 6 6 6 o o ©
EXWL00450 4.5 24 36 43 66 74 81 6 6 6 o o o
EXWL00500 5.0 28 44 57 66 82 95 6 6 6 o o o
EXWL00550 5.5 28 44 57 66 82 95 6 6 6 o o (¢)
EXWL00600 6.0 28 44 57 66 82 95 6 6 6 o o o
EXWL00650 6.5 34 53 76 79 91 114 8 8 8 o o) (¢}
EXWL00700 7.0 34 53 76 79 91 114 8 8 8 o o o
EXWL00750 7.5 41 53 76 79 91 116 8 8 8 o o o
EXWL00800 8.0 41 53 76 79 91 116 8 8 8 o o o
EXWL00850 8.5 47 61 95 89 103 | 142 10 10 10 o o o
EXWL00900 9.0 47 61 95 89 103 | 142 10 10 10 o o o
EXWL00950 9.5 47 61 95 89 103 | 142 10 10 10 o o (¢)
EXWL01000 10.0 47 61 95 89 103 | 142 10 10 10 o o o
EXWL01050 10.5 55 71 114 | 102 | 118 | 162 12 12 12 o o (o)
EXWLO01100 11.0 55 71 114 | 102 | 118 | 162 12 12 12 o o (¢}
EXWLO01150 11.5 55 71 114 | 102 | 118 | 162 12 12 12 o o o
EXWL01200 12.0 55 71 114 | 102 | 118 | 162 12 12 12 o o o
EXWL01250 12.5 60 77 133 | 107 | 124 | 178 14 14 14 o o o
EXWL01300 13.0 60 77 133 | 107 | 124 | 178 14 14 14 o o o
EXWL01350 13.5 60 77 133 | 107 | 124 | 178 14 14 14 o o o
EXWL01400 14.0 60 77 133 | 107 | 124 | 178 14 14 14 o o o
EXWLO01450 14.5 65 83 152 | 115 | 133 | 204 16 16 16 o o) ¢}
EXWL01500 15.0 65 83 152 | 115 | 133 | 204 16 16 16 o o o
EXWL01550 15.5 65 83 152 | 115 | 133 | 204 16 16 16 o o o
EXWL01600 16.0 65 83 152 | 115 | 133 | 204 16 16 16 o o o
EXWLO01650 16.5 73 93 171 | 123 | 143 | 223 18 18 18 o o o
EXWL01700 17.0 73 93 171 | 123 | 143 | 223 18 18 18 o o o
EXWLO01750 17.5 73 93 171 | 123 | 143 | 223 18 18 18 o o o
EXWL01800 18.0 73 93 171 | 123 | 143 | 223 18 18 18 o o o
EXWLO01850 18.5 79 101 = 1831 | 153 | —- 20 20 20 o o) (¢}
EXWL01900 19.0 79 101 - 131 | 153 | —- 20 20 20 ¢} o o
EXWL01950 19.5 79 101 - 131 | 153 | —- 20 20 20 o o o
EXWL02000 20.0 79 101 = 131 | 153 | —- 20 20 20 o o ¢
% AR A 7% 50 [EXNL |

ES 5 1% DIRIS b4 ot
DR MR R ETERRH Bk AR TR
A X T #DIN65357T 4

Accept custom-made

EX--AITINS BHEEZEMHNEE. SELANBSHMT,
EX-ALTINS suitable for high speed and high feed machining of commom materia

DOHRE

Diameter, cutting length, overall length can be customized.
Shank type can be made as 1SO standard.

A05
www.dohrecnc.com
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E-X-BX high speed (External cooling) two drill

E-X-BX Bl FHER
3XD/5XD/8XD
HEEF NS AT SR T

Drills with coolant hole, for process stainless steel

804 HE
OTIAINEAKEIE . MAIER, SAHFMIR A IR,

© 755 i 3 % T 4 o8 D45 T A 040 0t B 3 S B O HE TR A B
CHBRETEINEMYIKRE, ERTNAGEAES (BOKETI10-30%) .

480 Material

A06

®TiAIN nano-composite coating, high wear resistance, low viscosity and stainless steel materials.

e®Highly polished surface to ensure achieving excellent chip removal performance even on low pressure cooling fluid processing .

eImproving the average rate of metal cutting removal rate.extend the life of tools .
FTEER

FAERAE S EMALIIN T REMM e L, A HmitHH st At 4T
FHm I, BALRGARREPBROEAES. 2VARBMILESTES

L&

\) 35°
R ‘ﬁﬁt’;&
. EX$hiRi%T
HER A
.1&%5)\77%1]:11#%%0
* Rt BHISORRMEHIE o =T EEE,
* 1 TIfEIE SH, DOHRE#R# Yk HE T
*EAWE 138° oRB THR .
*HFEHR HREiT, ETHE OEHRMTHILE, EMTERNIL,
*NRAE m7 Characteristics & advantage:
* RELE WHKRE

Manufacturing characteristics:

* Specification type produced as ISO standard
* Chisel edge modification S type, DOHRE standard
* Main flute top angle
* Chip breaker special design, good for chip

138°

* Diameter tolerance M7
* Surface treatment  Nano coating

The EX drill point design

low drilling power to prevent bending of workpiece

excellen Centering performance

The Special chip groove design
Improve the performance of chip removal

Drilling the deep hole On the hard material.

T HAEN, wHPHR . HREEE, ARRHORERREIEL ; ZATESE
SR B TTEES .
Malnly Application
The Solid Carbide Drill suit for processing the stainless steel .There will be Excellent cutting performance and
long tool life when process the common steel and titanium materials.the carbide series is combined with many
technologies such as HP drill tip, clearance groove type,and the most adcanced treatment process of coating .
MG | o6um| coro%| Hecs0) Amins |
Product Code Blade diameter |_Blade length 71& H Full &8 L Shank #f& d Inventory &%
E AR 74E d1 3XD 5XD 8XD 3XD 5XD 8XD 3XD 5XD 8XD 3XD | 5XD | 8XD
EXBX00400 4.0 24 36 43 66 74 81 6 6 6 (@] o (@)
EXBX00450 4.5 24 36 43 66 74 81 6 6 6 O (@) €}
EXBX00500 5.0 28 44 57 66 82 95 6 6 6 O O O
EXBX00550 5.5 28 44 57 66 82 95 6 6 6 O O O
EXBX00600 6.0 28 44 57 66 82 95 6 6 6 (¢} o O
EXBX00650 6.5 34 53 76 79 91 114 8 8 8 (€] ] €}
EXBX00700 7.0 34 53 76 79 91 114 8 8 8 O (@} O
EXBX00750 7.5 41 53 76 79 91 116 8 8 8 O O O
EXBX00800 8.0 41 53 76 79 91 116 8 8 8 (€] o (@)
EXBX00850 8.5 47 61 95 89 103 142 10 10 10 (@) o @]
EXBX00900 9.0 47 61 95 89 103 142 10 10 10 O O O
EXBX00950 9.5 47 61 95 89 103 142 10 10 10 (@] @] O
EXBX01000 10.0 47 61 95 89 103 142 10 10 10 (] (@) (@]
EXBX01050 10.5 55 71 114 102 118 162 12 12 12 (€] ] ©)
EXBX01100 11.0 55 71 114 102 118 162 12 12 12 (@] o (@]
EXBX01150 11.5 55 71 114 102 118 162 12 12 12 (¢] O ©)
EXBX01200 12.0 55) 71 114 102 118 162 12 12 12 (@] o @)
EXBX01250 12.5 60 77 133 107 124 178 14 14 14 (@) o (@]
EXBX01300 13.0 60 77 133 107 124 178 14 14 14 (] O @)
EXBX01350 13.5 60 77 133 107 124 178 14 14 14 (@) @] (@]
EXBX01400 14.0 60 77 133 107 124 178 14 14 14 o (@) (@]
EXBX01450 14.5 65 83 152 115 133 204 16 16 16 O ()] €}
EXBX01500 15.0 65 83 152 115 133 204 16 16 16 (¢} (@} O
EXBX01550 15.5 65 83 152 115 133 204 16 16 16 O O O
EXBX01600 16.0 65 83 152 115 133 204 16 16 16 (€] o (@)
EXBX01650 16.5 73 93 171 123 143 223 18 18 18 (@) o (@]
EXBX01700 17.0 73 93 171 123 143 223 18 18 18 O O O
EXBX01750 17.5 73 93 171 123 143 223 18 18 18 (@) © ©
EXBX01800 18.0 73 93 171 123 143 223 18 18 18 (@] o (@]
EXBX01850 18.5 79 101 - 131 153 == 20 20 20 O )] €}
EXBX01900 19.0 79 101 - 131 153 - 20 20 20 (¢} (@) O
EXBX01950 19.5 79 101 - 131 153 —— 20 20 20 O O O
EXBX02000 20.0 79 101 - 131 153 —-— 20 20 20 (€] (] €}
‘”%ﬂf%m ShE. THRMAFEAHAORL , oA B, A RERE 00400
BERORTHER RBOROTE ; @A T oL AGAILERGS S Kl ok AR N MR
o7 VAE x4 B

Usage features

el,alloy steel, stainl
g nlu]n\ canac hw\

Used for process common material like structural s
iron, nudu]nr cast iron, non- ﬂ-rmm metal. i(rnnv(eme

o T VA H T R k& 04 4t 3 E 5 Ao BE AR HLAE
o L de KA H BA K T, T AR AT SR R
Non-standard Tools
oCustomized non-standard diameter tools
eDifferent length drills, Step drill , complicated step slot drill .
eKennametal hydraulic chuck and other common chucks can be used if the customer needn't take

o Ao 3R A AR 0 RS M S AR AL .

the contour of workpiece into consideration

www.dohrecnc.com
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E-X-NJ high speed (Internal cooling) two drill

E-X-NJ B & (A% ) Z7#5ER
3XD/5XD/8XD
EEAENY, FATHMIR

Bit with internal cooling, for difficult to machine materials

580 &
OTIAINEAARIE, AR, VIEREER, §EMMNM B,
o Z LTI LR A AL (R T ZE BB S M FIMQLRE B oh i HE B 1

580 Material

@®TiAIN--complicated coating. Hot red hardness, high speed of cutting and excellent wear resistance.
e Optimize surface roughness , ensure high speed milling and chip performance in the MQL applications.

TEER

EX-NJAPI BT &R ALPIA TR THEME,. HiReE, FlmItH.

EX NIt A TH ATy, AREASY EAREHLAWIH & .

‘¢ \) 30°

FEREERES

VPLIRR RS

o REBRIFHIE R LRI B AL
REVBHE, HFRHE,
B0 A R

o E TR I AN EL/DLL S il Ty HE B i AE o

METAMIMKEEARE,

Features and Advantages
YPL drill tip design

eEnsure good performance and chip forming .

eNo chip blocking, easy grinding.
Unique design of flutes

elmprove dry machining and L / D ratio of drilling chip performance.

elmprove surface quality of hole machining .

HARMARE AL RMEME (MOL) %75 Ko
Mainly Application
EX-NJ Series Solid carbide drills specifically for drilling stainless steel, high femperature alloys and Complicated material.
EX-NJ drilling has best quality of hole machining in similar products when processing complicated material.
Drill use standard intemal cold and MOL cooling.
MG | o.6um| coro% | Hecss) Amins |
Product Code Blade diameter |_Blade length 71& H Full &8 L Shank #f& d Inventory &%
E AR 7E di 3XD 5XD 8XD 3XD 5XD 8XD 3XD 5XD 8XD 3XD | 5XD 8XD
EXNJ00400 4.0 24 36 43 66 74 81 6 6 6 (@] o @)
EXNJ00450 4.5 24 36 43 66 74 81 6 6 6 O (@) €}
EXNJ00500 5.0 28 44 57 66 82 95 6 6 6 O O O
EXNJO00550 5.5 28 44 57 66 82 95 6 6 6 O O O
EXNJ00600 6.0 28 44 57 66 82 95 6 6 6 (¢} o O
EXNJO00650 6.5 34 53 76 79 91 114 8 8 8 (€] ] €}
EXNJO0700 7.0 34 53 76 79 91 114 8 8 8 O (@} O
EXNJO0750 7.5 41 53 76 79 91 116 8 8 8 O O O
EXNJ0O0800 8.0 41 53 76 79 91 116 8 8 8 (€] o @)
EXNJ00850 8.5 47 61 95 89 103 142 10 10 10 (¢} O @)
EXNJ00900 9.0 47 61 95 89 103 142 10 10 10 O O O
EXNJO00950 9.5 47 61 95 89 103 142 10 10 10 O O O
EXNJO1000 10.0 47 61 95 89 103 142 10 10 10 (¢} o O
EXNJO01050 10.5 55 71 114 102 118 162 12 12 12 (€] ] ©)
EXNJO1100 11.0 55 71 114 102 118 162 12 12 12 ©) (€} O
EXNJO1150 11.5 55 71 114 102 118 162 12 12 12 (¢] O ©)
EXNJ01200 12.0 55) 71 114 102 118 162 12 12 12 (@] o @)
EXNJO01250 12.5 60 77 133 107 124 178 14 14 14 (¢} (@) )
EXNJ01300 13.0 60 77 133 107 124 178 14 14 14 (] O @)
EXNJO01350 13.5 60 77 133 107 124 178 14 14 14 (@] @] (@]
EXNJO1400 14.0 60 77 133 107 124 178 14 14 14 O o O
EXNJ01450 14.5 65 83 152 115 133 204 16 16 16 O ()] €}
EXNJO01500 15.0 65 83 152 115 133 204 16 16 16 (¢} (@} O
EXNJO1550 15.5 65 83 152 115 133 204 16 16 16 (¢] O O
EXNJO1600 16.0 65 83 152 115 133 204 16 16 16 (€] o @)
EXNJO01650 16.5 73 93 171 123 143 223 18 18 18 (¢} (€} @)
EXNJO1700 17.0 73 93 171 123 143 223 18 18 18 O O O
EXNJO01750 17.5 73 93 171 123 143 223 18 18 18 (@] (@] (@]
EXNJO1800 18.0 73 93 171 123 143 223 18 18 18 (@] o O
EXNJ01850 18.5 79 101 - 131 153 == 20 20 20 (€] )] €}
EXNJ01900 19.0 79 101 - 131 153 - 20 20 20 (¢} (@) O
EXNJO1950 19.5 79 101 - 131 153 - 20 20 20 O O O
EXNJ02000 20.0 79 101 - 131 153 - 20 20 20 (€] (] ©)
3% -
oHAB G E ZEARMY TRY . TAKREAN LA i [EX ] 00400 o
FIX-- | HiE K MR

(RAEE, —#&HEE, LEE)
3 flutes

oThe force point to the third reduces swing blade, can achieve excellent precision holes

DOHRE

IR HEDWAR 2 69 & 4% F M A 12 & & .
o T AR B FE kK EGMBAE S E R ES .

o LW ho RAH & A K LA I, T AR A iR .

Non-standard Tools

eProvide all kinds of middle diameter DW standards products .
eProvide different length drill products and step drill products.

eCan use Hydraulic chuck in the machining If not need to consider the contours of the workpiece.

www.dohrecnc.com
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E-X-SR For Jack .centering . high speed three drill

E-X-SR AT#I.E.BiE=7#5E

3XD/5XD/8XD
ATFE&BYIKREMIAEE

Drill- Processing for high metal removal rates

i | o)

Lt

‘ \ H
|

5804 &
OTIAINAEAZE, BRHATY, VEEREER, HEHHOTEME,
OB T ERE IR B R T FERIE ST HI A 7L IE A R o HE B 1k o
580 Material

@®TiAIN--complicated coating. Hot red hardness, high speed of cutting and excellent wear resistance.
e Optimize surface roughness , ensure high speed milling and chip performance in the MQL applications.

TEER

BIOSEBBEH G2 FEFASReBHRENT, AEDEMPO I T AR LAGO W IHE .

do AL . REBGH, PEMHGOKT , ARKMHGELNLT .
Malinly Application

FERESD:

3EANEI 7

\) 30°

o LL2TI AR TR

A HEEE

o REHEE
oSV 2H B IR A E LB AR,

MERETSSMHE

oM TREMMBEEFS SERNEMK, ERAEGR.

B105 Solid Carbide ideally suited for high metal removal rate machining, short-chipping materials processing with

excellent hole machining quality.

Such as gray iron, ductile iron, and aluminum materials processing; and shallow hole of fitanium material.

MG] 0.6um] 0010%] an-soj AITINS]

Features and Advantages

3 cutting flutes

eFaster feed rate than 2 flutes drill bits
3 spacious flutes

efast chip removal.

o3 flutes drill bits have better hole quality and straightness than 2 flutes drill bits

Wear-resistant carbide grade

emachining hard material like cast iron and aluminum die-casting alloys, working

life more longer.

Product Code Blade diameter |_Blade length 71& H Full && L Shank ##& d Inventory @&z
R NE di 3XD | 5XD | 8XD | 3XD | 5XD | 8XD | 3XD | 5XD | 8XD | 3XD | 5XD | 8XD
EXSR00400 4.0 24 36 43 66 74 81 6 6 6 o o o
EXSR00450 45 24 36 43 66 74 81 6 6 6 o o o
EXSR00500 5.0 28 44 57 66 82 95 6 6 6 o o o
EXSR00550 5.5 28 44 57 66 82 95 6 6 6 o o o
EXSR00600 6.0 28 44 57 66 82 95 6 6 6 o o o
EXSR00650 6.5 34 53 76 79 91 114 8 8 8 o o ¢}
EXSR00700 7.0 34 53 76 79 91 114 8 8 8 o o o
EXSR00750 7.5 41 53 76 79 91 116 8 8 8 o o o
EXSR00800 8.0 41 53 76 79 91 116 8 8 8 o o ¢}
EXSR00850 8.5 47 61 95 89 103 | 142 10 10 10 o o o
EXSR00900 9.0 47 61 95 89 103 | 142 10 10 10 o o o
EXSR00950 9.5 47 61 95 89 103 | 142 10 10 10 o o o
EXSR01000 10.0 47 61 95 89 103 | 142 10 10 10 o o o
EXSR01050 10.5 55 71 114 | 102 | 118 | 162 12 12 12 o o o
EXSR01100 11.0 55 71 114 | 102 | 118 | 162 12 12 12 o o o
EXSR01150 11.5 55 71 114 102 118 162 12 12 12 O O (@)
EXSR01200 12.0 55 71 114 | 102 | 118 | 162 12 12 12 o o ¢}
EXSR01250 12.5 60 77 133 | 107 | 124 | 178 14 14 14 o o o
EXSR01300 13.0 60 77 133 | 107 | 124 | 178 14 14 14 o o o
EXSR01350 13.5 60 77 133 | 107 | 124 | 178 14 14 14 o o o
EXSR01400 14.0 60 77 133 | 107 | 124 | 178 14 14 14 o o o
EXSR01450 14.5 65 83 152 | 115 | 133 | 204 16 16 16 o o ¢}
EXSR01500 15.0 65 83 152 | 115 | 133 | 204 16 16 16 o o o
EXSR01550 15.5 65 83 152 | 115 | 133 | 204 16 16 16 o o o
EXSR01600 16.0 65 83 152 | 115 | 133 | 204 16 16 16 o o ¢}
EXSR01650 16.5 73 93 171 | 123 | 143 | 223 18 18 18 o o o
EXSR01700 17.0 73 93 171 | 123 | 143 | 223 18 18 18 o o o
EXSR01750 17.5 73 93 171 | 123 | 143 | 223 18 18 18 o o o
EXSR01800 18.0 73 93 171 | 123 | 143 | 223 18 18 18 o o o
EXSR01850 18.5 79 101 — 131 | 153 | —- 20 20 20 o o o
EXSR01900 19.0 79 101 - 131 | 153 | —- 20 20 20 o o o
EXSR01950 19.5 79 101 - 181 | 153 | —- 20 20 20 o o o
EXSR02000 20.0 79 101 - 131 | 153 | —- 20 20 20 o o [¢)
TiAIN coating ﬁli’hg »'i' % 2 H#R ARSI ¥

eHigh—speed machining abrasion resistance.

EEEME
oEEEHMEAGH FHILENRINEESSHEERBE.

A08

DOHRE
eUncoated grade helps prevent BUE when drilling aluminum and high-temperature alloys.
I

o VAR Il AFAR A AL E b .
o T VAR H TR R JE 64 Ht S E 5o fo 15 A E S .
Non-standard Tools

eCan customized non-standard diameter products.

oCan customized different lengths of drills and step drills.

www.dohrecnc.com




E-X-LY High price of two drill (straight slot)
EX-LY SHEpE— 7I8K5E ( EH1E )

5XD

AFEZE/ER (#HiK)

For close tolerance holes

ELEES.
2BET, BEHHBE
o B {8 PR AT R S B P B A 0 T RS RERO L
ST LU T RAF o
X-Tsm%
. o SRR LR,
di ’ d 4-7 st
ETEYHITIMRE TREALE.
EHBBWEENE,
oA LUEITFANTL, ATAEREIRT,

I~

Features and Advantages

TERA 2 cutting flutes with straight chip groove
eEven used as a complex platform ladder drills can also be machined precisely shaped hole.

EBBRHASEHAAX-H, HWHI30° FREt, @A TRES . RE2HR. eCan be processed core hole
FEHRMH AR 2MH, RAERATHAER2ER O RBAEEG S E F RN £3L . X-shapddrill tip
eExcellent centering performance
4 cutting flutes design
eSecond cutting edge improved surface quality.
elmplement stringent diameter tolerances.
eCan run on tolerance hole, also can retract the ramp.

Malnly Application

Solid carbide drills with X-shaped, 130 ° drill point design, suitable for gray iron, ductile iron.
Non-ferrous materials and aluminum alloy materials, most suitable for drilling tolerancew hole with
good surface roughness and strict quality.

MG] o.Gum] c010%] HRC<45]

Product Code Blade diameter Blade length Full Shank Inventory 7z
ERIRER 74E di & H 2R L wE d 550 600
EXLY00400 4.0 36 74 6 O (@]
EXLY00450 4.5 36 74 6 (@] @]
EXLY00500 5.0 44 82 6 (©] o
EXLY00550 5.5 44 82 6 O (@]
EXLY00600 6.0 44 82 6 (@] (@]
EXLY00650 6.5 53 91 8 o o
EXLY00700 7.0 53 91 8 @] (@]
EXLY00750 7.5 53 91 8 (@] (@]
EXLY00800 8.0 53 91 8 (] (@]
EXLY00850 8.5 61 103 10 (€] @]
EXLY00900 9.0 61 103 10 o o
EXLYO00950 9.5 61 103 10 (@) (@]
EXLY01000 10.0 61 103 10 (@] (@]
EXLY01050 10.5 71 118 12 (@) @]
EXLYO01100 11.0 71 118 12 O (@]
EXLYO01150 11.5 71 118 12 © (@]
EXLY01200 12.0 71 118 12 (@) (@]
EXLY01250 12.5 77 127 14 (€] (@]
EXLY01300 13.0 77 127 14 © (@]
EXLY01350 13.5 77 127 14 o o
EXLY01400 14.0 77 127 14 (€] (@]
EXLY01450 14.5 83 133 16 o o
EXLY01500 15.0 83 133 16 @ (@)
EXLY01550 15.5 83 133 16 (@] (@]
EXLYO01600 16.0 83 133 16 (@) (@]
EXLY01650 16.5 93 143 18 (@) (@]
EXLY01700 17.0 93 143 18 (] o
EXLY01750 17.5 93 143 18 O (@]
EXLY01800 18.0 93 143 18 (€] (@]
EXLY01850 18.5 101 53 20 o o
EXLY01900 19.0 101 53 20 (@) (@]
EXLY01950 19.5 101 53 20 (@] (@]
EXLY02000 20.0 101 53] 20 (@) @]
it FE 4R AO550ME E & &+ E T4 50
JIRGARAR, BTFMIEHE, MHMHEHREEE [EN ERE DRSSy
o B O BT B T B LSS GRS AU B A A A% 7 A

oIRLEAR B AY K AT P M HALE S .
o T VAT I ] Fe S 6 4 S o A A A S
o B G 696004 W A B MR, HACH L& .

Non-standard Tools

Wear-resistant 500 carbide material
elLong tool life, for machining of hard materials such as cast iron and aluminum die—casting.
eUncoated material helps prevent BUE in drilling aluminum material..

eProvides a standard diameter of various intermediate products.

eDifferent length drills and step drill bits can be customized
eCoated material 600 with good wear resistance, high precision.
I

www.dohrecnc.com
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E-X-LYL High price of two drill (straight slot)

E-X-LYL A% S ikat — 71855 (EE)

5XD
ATFEZEQET
For close tolerance holes L\A
N 0°
st

FRRESD:

2BNBT), BEHRE

o B P B 8 ST 7 35 A R T R RO LA o
oA BUMTEAHL o

X-TM

dL@ g oM R LIELE.

N a1

H oEEUHITBIRE T RELR.
CHRBIEHMHELE,

L oTBUBFFARIL, WLEHEET,

Features and Advantages

TEER 2 cutting flutes with straight chip groove
fﬁ_‘ ,;g b ;:g: é‘éﬁ? 3 ﬁX _ ﬁﬁ s 5] W #]'] 130° ﬁgn }\;yn: ;_l, R @ il F }}—\ f?f 5;%(‘ R Lj’( z §§ 5& . eEven used as a complex platform ladder drills can also be machined precisely shaped hole.

eCan be processed core hole

BHEMAARB S, RANTRAERETHORDHMANHTERHBO2ETL . X anand il tin

Malinly Application eExcellent centering performance

Solid carbide drills with X-shaped, 130 ° drill point design, suitable for gray iron, ductile iron. 4 cutting flutes design
Non-ferrous materials and aluminum alloy materials, most suitable for drilling tolerancew hole with eSecond cutting edge improved surface quality.
good surface roughness and strict quality. elmplement stringent diameter tolerances.

eCan run on tolerance hole, also can retract the ramp.

MG] o.Gum] c010%] HRc-45]

Product Code Blade diameter Blade length Full Shank L
FEmRR 71E di & H 2R L wE d Inventory
EXLYL00400 4.0 36 74 6 (@}
EXLYL00450 4.5 36 74 6 (@)
EXLYLO0500 5.0 44 82 6 o
EXLYLO00550 5.5 44 82 6 ©
EXLYL00600 6.0 44 82 6 o
EXLYL00650 6.5 53 91 8 (@}
EXLYLO0700 7.0 53 91 8 O
EXLYLO0750 7.5 53 91 8 o
EXLYL0O0800 8.0 53 91 8 @
EXLYL00850 8.5 61 103 10 (@)
EXLYLO0900 9.0 61 103 10 o
EXLYL00950 9.5 61 103 10 ©
EXLYLO1000 10.0 61 103 10 o
EXLYLO1050 10.5 71 118 12 (€}
EXLYLO1100 11.0 71 118 12 (@)
EXLYLO1150 11.5 71 118 12 (@)
EXLYLO1200 12.0 71 118 12 (e}
EXLYLO1250 12.5 77 127 14 (@)
EXLYLO1300 13.0 77 127 14 o
EXLYLO1350 13.5 77 127 14 ©
EXLYLO1400 14.0 77 127 14 (@)
EXLYLO1450 14.5 83 133 16 o
EXLYLO1500 15.0 83 133 16 (@)
EXLYLO1550 15.5 83 133 16 o
EXLYLO1600 16.0 83 133 16 (@)
EXLYLO1650 16.5 93 143 18 (@)
EXLYLO1700 17.0 93 143 18 o
EXLYLO1750 17.5 93 143 18 ©
EXLYLO1800 18.0 93 143 18 (@)
EXLYLO01850 18.5 101 53 20 o
EXLYL0O1900 19.0 101 53 20 ©
EXLYLO1950 19.5 101 53 20 o
EXLYL02000 20.0 101 53] 20 (@)
it FE{RIIB00TE T & & T T3
JIEEREGE, ATFMIBHE, MEEINEHREE [EN ERE DRSSy
SR B B T B L NI R AR A A% 7 A

oIRLEAR B AY K AT P M HALE S .
o T VAT I ] Fe S 6 4 S o A A A S
o B G 696004 W A B MR, HACH L& .

Non-standard Tools

Wear-resistant 600 carbide material
eLong tool life, for machining of hard materials such as cast iron and aluminum die—casting.
eUncoated material helps prevent BUE in drilling aluminum material..

eProvides a standard diameter of various intermediate products.

eDifferent length drills and step drill bits can be customized
eCoated material 600 with good wear resistance, high precision.
I

www.dohrecnc.com
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E-X-QL Two bit edge strength

E-X-QL Z713& /1 #58

3XD
. = 4 4
EXQL-A [ Q EXQL-B ] @
It
|f
lo
; @
2 A —
: EXQL-C
M (S
N T
lo
wa

OMHARTIAINERAERE, ARAHRM, TIHEER, TAFHMENEMT
© 155 FE it St SR TR 35 B A6 78 FE R 0% 20 i th AR TR 3R S iy HE B R o
OB T THEEMIIRE, TJAEREGERI0% ~20%,

®ltis TiAIN mixed coating with high red hardness. Minimal quantities of lubricant processing ,

®highly polished surface to ensure excellent chipping discharge even in application of low pressure cooling fluid,
@ Significantly improve the average metal cutting rate, extend working life (at least improved 10-20%).

MG] 0.6um] 0010%] HRc-45] AITINS]

Product Code Blade diameter Blade length Full Shank Inventory R

ERRR 71E di1 & H £k L #wE d A B C AL
EXQL00400 4.0 24 66 6 (@) o O (@)
EXQL00450 4.5 24 66 6 (@) @] O o
EXQLO00500 5.0 28 66 6 o O O (@)
EXQL00550 5.5 28 66 6 @ (@] O O
EXQL00600 6.0 28 66 6 o (@] (¢} o
EXQLO00650 6.5 34 79 8 (©) €} (¢} (€}
EXQL00700 7.0 34 79 8 (€] (@] O (@}
EXQLO00750 7.5 41 79 8 o @] (@] (@)
EXQLO00800 8.0 41 79 8 (@) (@] O (@}
EXQL00850 8.5 47 89 10 (@) @] O ]
EXQL00900 9.0 47 89 10 o O (¢} (@}
EXQL00950 9.5 47 89 10 @] (@] O O
EXQL0O1000 10.0 47 89 10 (@) (@] (@] o
EXQLO01050 10.5 55) 102 12 (©) @] (¢} €}
EXQLO1100 11.0 55 102 12 O (@] O O
EXQLO1150 11.5 55 102 12 o O O ]
EXQLO01200 12.0 55) 102 12 (©) o O O
EXQL01250 12.5 60 107 14 (@) o O (€}
EXQLO01300 13.0 60 107 14 o o O o
EXQL01350 18.5 60 107 14 @] (@] O O
EXQL01400 14.0 60 107 14 (@) (@] (@] o
EXQLO01450 14.5 65 115 16 (©) @) O o
EXQL01500 15.0 65 115 16 (€] (@] O (@}
EXQLO01550 15.5 65 115 16 o (@] (@] (@)
EXQLO1600 16.0 65 115 16 (©) O O O
EXQL01650 16.5 73 123 18 (@) @] O o
EXQLO01700 17.0 73 123 18 o O O ]
EXQLO01750 17.5 73 123 18 @] (@] O (@}
EXQL01800 18.0 73 123 18 (@) (@] (@] o
EXQLO01850 18.5 79 131 20 (©) @] (©) o
EXQL01900 19.0 79 131 20 (€] O O @}
EXQLO01950 19.5 79 131 20 o (@] (@] (@)
EXQL02000 20.0 79 131 20 (©) @] (©) €}

iR i1# 3 [ExaL]
oI EAR Ay B AT P M HAE AR . (BN H A Hisk M

Non-standard Tools

eProvides a standard diameter of various intermediate products.

DOHRE
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Powerful Dril
35 17 8%

EH M TR =>HRCA2E SR B AEEEREMT T, LARAEMMN TMARESEETHAN, tbm, £H
ITHAEREE25<HRC <35, #7l, #7l, BHIHENES3<HRC<56, FHEREMKEI3<HRC <48, BRABE
HHBMT, TEHFHER, FEEARR, HABE.

EREREHILREHNMANSEPEN, HREERE, MEERSNERME, EmMIBEPERX, BRESHEHE,
BEAEERREEEEMERHIRET], EERERBEL.

W ALIR M T 3MESE NIEER, MTIAEIR =HRCA2MMIIMT, LHEIRBERERNENHHIMT, EEMTIZEL, I
BRIREIZZTLMMBENE, EEREFNEEL,

When processed material hardness = HRC42, it is difficult to directly processed with a drill. machining and heat treatment must be alternate used in a manner.
For example, first to tempering hardness 25<HRC<35, drilling, reaming, then the workpiece quenching to 53<HRC<56, After aging, tempered to 43 <HRC <46,
then use Pure hinge or milling hinge to process. All process is complex, long time and high cost.

This is because the drilling is in a closed space, heat dissipation is very difficult If process high hardness steel, it is easy to fever and wear, some of them will
also lead to collapse and break for excessive wear, even the equipment accident.

DOHRE provides three types Powerful drills,can achieve =HRC42 materials processing, sspecially can realize drilling machining after quenching ,optimized
processing technology and can improve the security and stability. The process has good cost performance,

EXQL-A/AL BEABERE&ENHE 3XD EXQL-A/AL Solid Carbide Powerful Drill 3 XD

ek = . -

ﬂ’*ﬁ'“‘" ) _ " Manufacturing characteristics: o e
* RFHER %%DINGSSQ#«HY%*UJE 1. Size form : Reference to standard DIN6539 = )
* T8 IE SH, DOHRER#E 2. Chisel edge correction : S type DOHRE standard

EXQL-A
*ETTRA 125° 3. Main blade Apex Angle : 125°
*xJIRR{E 0.8 4.Rangle:0.8
*HEBER IR, ETHE 5. Chip groove : Optimization of slot type, easy to clearance Lc
*TIRAZE +0.002 6. Blade diameter tolerance : +0.002 H
*EEAE MKRE 7. Surface treatment : Nano coating m
| %

BA>HRCSCHBM S ARM; AERSMMHIEE, FLR<1.5xH, e @ R
R <IT7, EE<0.005; AHBEEMRARE, Ra<1.2y

lc
Using features If
Suitable=HRC56 high carbon steel and alloy steel, excellent precision drilling. Deep hole <1.5xd, lo
hole precision<IT7, roundness < 0.005, the perfect surface quality can be obtained, Ra <1.2 u
EXQL-B BUEAFEHRSEE N 3XD EXQL-B Solid Carbide Powerful Drill 3 XD
Y& A . . -
HIEHER Manufacturing characteristics:
=t .
* R §%D|N6539*’f&ﬂ"“— 1. Size form : Reference to standard DIN6539
*H#ETIfEIE ST, DOHREARA 2. Chisel edge correction : S type DOHRE standard g o
*E TR 125° 3. Main blade Apex Angle : 125°
*JJRRE 0.8 4.Rangle:0.8 @
*HEB R LiER, ETFHR 5. Chip groove : Optimization of slot type, easy to clearance
*TIEAZE +0.002 6. Blade diameter tolerance : +0.002 lc
*ETHE Gk E 7. Surface treatment : Nano coating i
%A 0

EBAHRC42-48RHRINE A &€W; EREMRMNHFEE, FLIR<1.5xdrf, oYL
LEE<IT7, EE<0.005; AIRBRTEMNRERRE, Ras1.2y
Using features
Suitable HRC42-48 high carbon steel and alloy steel, excellent precision drilling. Deep hole <1.5xd,
hole precision<IT7, roundness < 0.005, the perfect surface quality can be obtained, Ra <1.2 p

EXQL-C BHABEEREEBEHH 3XD EXQL-C Solid Carbide Powerful Drill 3 XD

MEgk b

HIIE A _ _ " Manufacturing characteristics: =) v
* R §%DIN653%’§’E$U’E 1. Size form : Reference to standard DIN6539 ]
*#EJ]{&1E SH,, DOHREHR# 2. Chisel edge correction : S type DOHRE standard @
*ETITf 125° 3. Main blade Apex Angle : 125°
*JJRR{E 0.8 4.Rangle:0.8 Ic
*HEBER IR, ETFHE 5. Chip groove : Optimization of slot type, easy to clearance |f
*TRAZE +0.002 6. Blade diameter tolerance : +0.002 lo
*EEAE KR E 7. Surface treatment : Nano coating

ERER EXQL-C
EAHRC42-48EMINSEEW; EERENHILEE, FLIR<1.5xdit, FALBE<IT7, EE <0.005; AIRBREEMRER=E, Rasi.2y
Using features

Suitable HRC42-48 high carbon steel and alloy steel, excellent precision drilling. Deep hole <1.5xd, hole precision<IT7, roundness < 0.005, the perfect surface

quality can be obtained, Ra <1.2
I
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60° /90° /120° NC spotting drills

60/90/120% 27] % {85

‘ |
2
[
&)

I - {\\if 60°
d 1 90°
— Z 1 K 120°
‘ L1 BB
L il 1E 4 A 550
* Rt S EAHNOKRH #l1E P O
*#TEIE HF, AHNOARAE M .
*E7ITRA 120° K °
*HEBER $5%kigit, @FHE N
* TJZNE m7 S
FERFE *EEE BHRE H

O THEFE IKEHH, SHMEE, WESLTEUEME, HTEMN, AWNERIBH
WERARSEHHEE; EOMRNE, RESBENRITBENRINREEE; BaHE
T SA LT Manufacturing characteristics:
KA EIH o
* Specification type produced as AHNO standard

* Chisel edge modification H type, AHNO standard
deformation of aluminum, copper, chip materials must be used in the cold forced chip; centering ability strong, * Main flute top angle  120°

@®For the gray cast iron, ductile iron, high silicon aluminum alloy, copper alloy and other short chip material, the

can obtain the size stability accuracy and good surface quality; is suitable for high speed and high feed cutting. * Chip breaker special design, good for chip
* Diameter tolerance m7
* Surface treatment Super T coating

MG] 0.6um] cmo%] HRc~45]

Product Code Blade diameter| Blade length Full Angle Shank Inventory g
EmER PIkES & L1 &R L AE wE d 550 600
DZ00049 2 4 50 60° /90° /120° 2 (€] ]
DZ00050 3 6 50 60° /90° /120° 3 (©) ©
DZ00051 4 8 50 60° /90° /120° 4 (€] ©
DZ00052 5 10 50 60° /90° /120° 5 (@] ]
DZ00053 6 12 50 60° /90° /120° 6 (©) (€]
DZ00054 8 16 60 60° /90° /120° 8 (©) ]
DZ00055 10 20 75 60° /90° /120° 10 (€] @)
DZ00056 12 20 75 60° /90° /120° 12 ©) @)
DZ00057 16 25 100 60° /90° /120° 16 (€] ]
DZ00058 20 25 100 60° /90° /120° 20 (©) ©
DZ00059 3 6 75 60° /90° /120° 3 (€] ©
DZ00060 4 8 75 60° /90° /120° 4 (€] €]
DZ00061 5 10 75 60° /90° /120° 5 (€] €]
DZ00062 6 12 75 60° /90° /120° 6 ©) O
DZ00063 8 16 75 60° /90° /120° 8 (@] @)
DZ00064 4 8 100 60° /90° /120° 4 ©) @]
DZ00065 5 10 100 60° /90° /120° 5 (©) ]
DZ00066 6 12 100 60° /90° /120° 6 (©) O
DZ00067 8 16 100 60° /90° /120° 8 (€] ©
DZ00068 10 20 100 60° /90° /120° 10 @) €]
DZ00069 12 20 100 60° /90° /120° 12 ©) ¢
DZ00070 6 12 150 60° /90° /120° 6 ©) o
DZ00071 8 16 150 60° /90° /120° 8 (@] @)
DZ00072 10 20 150 60° /90° /120° 10 ©) O
DZ00073 12 20 150 60° /90° /120° 12 (©) ]
DZ00074 16 25 150 60° /90° /120° 16 (©) €]
DZ00075 20 25 150 60° /90° /120° 20 (€] ©
DZ00076 6 12 200 60° /90° /120° 6 ©) ©
DZ00077 8 16 200 60° /90° /120° 8 (©) O
DZ00078 10 20 200 60° /90° /120° 10 ©) O
DZ00079 12 20 200 60° /90° /120° 12 (@] @)
DZ00080 16 25 200 60° /90° /120° 16 ©) O
DZ00081 20 25 200 60° /90° /120° 20 (©) O

37%¢ 31 [DZ00081]
5% M MR

DOHRE
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Al4

60° centerdrills

608 8

0150

d‘]g)\ d FEE
550
L 3 . P
f M . M
K . K
N N
S S
H H
MG | o.6um| coron) Hrcss )
Product Code Blade diameter Blade length Full Shank Inventory
FEmmIRSR 7148 d1 7R H £k L Wi d ETF
DZ00026 0.50 0.8 50 3 (@}
Dz00027 0.80 1.3 50 3 o
DZ00028 1.00 1.6 50 4 o
DZ00029 1.25 2.0 50 4 (¢}
DZ00030 1.50 2.5 50 4 o
DZ00031 2.00 3.0 50 6 o
DZ00032 2.50 3.5 50 6 O
DZ00033 3.00 4.0 60 8 o
DZ00034 &5 4.0 60 8 (@]
DZ00035 4.00 5.0 75 10 o
Dz00036 5.00 6.5 75 12 ©
AR 2 4
o R AR MG X AR P M HAEE S .
Non-standard Tools
* WORK MATERAIL s+ & eProvides a standard diameter of various intermediate products.
# A GENERAL
P20 S45C| SCM SK CU SKD
BREN AW HEE N
° ° ° °
1% R 458 .

AT HEE. 6448, T4M. RER. RE&H . AE2B
FEAMHBG T, TORDBRE, RRAFETORTHER RIFY
AEHE, BET I ARAEERGS S,

Usage features

Used for process common material,like structural steel,alloy steel, stainless steel,gray cast

iron,nodular cast iron, non-ferrous metal. Strong centering ability can achieve stable size precision

and good surface quality.Suitable for the occasion of outstanding processing system rigidity.

DOHRE
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Micro—diameter drill tungsten steel standard 2 flutes
SR SR R R 27)

BIEAE A SHTE, (WMBEE)
EPAFENECEEMTARE. 84S, FHE. BEAE

High performance alloy drills (Micro drills)

\) 30°
Specialized in processing extremely small diameter pcb, aluminum alloy, stainless steel, acrylic.

b j -

i-l....-..............-;;=ah¢m44-uuin

45 BEELES .

A/aEst

*ENEHE, ROERER-EAEGER,
*EWHETNE, AFSBEHRMI,

* RITHOSAE R A, BT HIAEETNSHOMRBRE.
*EBRE,

*— S AT B

B/ R

* B EI R F ARG, ATRUREBRNE R OB RIES . o

* 25 R o B o

SR D E
*SHMHAMTER, LEEMELE, SAFEEARIEMNT, .

dT sSs==-9 1D
7‘ Y
\

FTEER
LI MERR T SEA R RE A R S EE,
MM RS BB MSEM TR ER, RETES,
HRTHERUBEFERENECHEENIANES: SHHE, BEEREE,
MR GHEHNEMNER, SESRTUREEEEREERASGR, E5RIFHEEIELE,
MEBEREGEEFOMESREL, EREETREN, NEB—REER,

Main application

New micro drills solved the drilling diameter problem of different material in application.

Features and advantages:

A/Design

* No flute design, reducing friction, longer life.

* Versatile tool for a variety of materials processing.

*Main flute top angle  120°

* Good performance cost, avoiding the expense of tool grinding and logistics costs.

For example, applicated in machining fuel system or medical apparatus and instruments.Unique design. *No setting.
Expand the range of modular drills in small diameter machining advantages: high-end materials, wear indicator coating. *Disposable or recyclable.
And the latest patent groove, these features can ensure the required life of the drill bit, with good drilling performance. B/ Drill tip

Micro drill have very good performance cost, in particular diameter specifications, the tool is a disposable product. * Optimize cutting design for micro drilling, drill center can ensure smooth chip flow.
* Excellent centering performance.
* Reduce the axial force.

* Excellent hole machining quality, roundness and cylindrical, for a variety of workpiece materials.

MG] o.sum] c010%] an-45]

Product Code Blade diameter Blade length Full Shank Inventory
E R 74 D 7R H &F L wHE d ETF
DZ00114 0.10 1 38 3.175 (1/8) o
DZ00115 0.15 1 38 3.175(1/8) )
DZ00116 0.20 1.5 38 3.175(1/8) o
DZ00117 0.25 2 38 3.175(1/8) S
DZ00118 0.30 2 38 3.175 (1/8) o
DZ00119 0.35 2.5 38 3.175 (1/8) o
DZ00120 0.40 3.5 38 3.175(1/8) C)
DZ00121 0.45 3.5 38 3.175(1/8) o
DZ00122 0.50 3.5 38 3.175 (1/8) o
DZ00123 0.60 4 38 3.175(1/8) )
DZ00124 0.70 5 38 3.175(1/8) o
DZ00125 0.80 6 38 3.175(1/8) o
DZ00126 0.90 6 38 3.175 (1/8) o
DZ00127 1.00 7 38 3.175 (1/8) o
DZ00128 1.10 8 38 3.175(1/8) C)
DZ00129 1.20 8 38 3.175(1/8) o
DZ00130 1.30 9 38 3.175 (1/8) o
DZ00131 1.40 10 38 3.175 (1/8) )
DZ00132 1.50 11 38 3.175(1/8) o
DZ00133 1.60 11 38 3.175(1/8) o
DZ00134 1.70 12 38 3.175 (1/8) o
DZ00135 1.80 13 38 3.175(1/8) o
DZ00136 1.90 14 38 3.175(1/8) C)
DZ00137 2.00 14 38 3.175 (1/8) o
DZ00138 2.10 15 38 3.175(1/8) o
DZ00139 2.20 15 38 3.175 (1/8) )
DZ00140 2.30 15 38 3.175 (1/8) o
DZ00141 2.40 15 38 3.175(1/8) o
DZ00142 2.50 15 38 3.175 (1/8) ©
DZ00143 2.60 15 38 3.175 (1/8) ©)
DZ00144 2.70 15 38 3.175(1/8) C)
DZ00145 2.80 15 38 3.175(1/8) @]
DZ00146 2.90 15 38 3.175 (1/8) ©)

AR T

oA PHAR A 8 B AT b M A AL E b .

Non-standard Tools

oProvides a standard diameter of various intermediate products.

www.dohrecnc.com
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Technical data

#FLEEEE Drilling notes
BEMEFE TIR<0.02

$EEARTIHI 28 ( ¥ ) Drill bits cutting parameters (recommend)

ELZS mm/r Feed series Stable clamping
A B C D E F G H
3.0 (003|004 005|006 | 008|010 |0.12 | 0.15
4.0 | 0.04 | 0.05 | 0.06 | 0.08 | 0.10 | 0.12 | 0.15 | 0.18
50 | 0.05 | 0.06 | 0.07 | 0.09 | 0.10 | 0.12 | 0.16 | 0.18
=g £
diamete 6-0 | 0.05 | 0.07 | 0.08 | 0.10 | 0.12 | 0.15 | 0.18 | 0.20 RGBTV HRIH)
Can't reaming (except 3 flutes drills)
mm| g0 | 0.06 | 0.08 | 0.10 | 0.12 | 0.15 | 0.18 | 0.20 | 0.25 /
10.0 | 0.08 | 0.10 | 0.12 | 0.15 | 0.18 | 0.20 | 0.25 | 0.30 a X
12.0 | 0.10 | 0.12 | 0.15 | 0.18 | 0.20 | 0.25 | 0.30 | 0.35
16.0 | 0.12 | 0.15 | 0.18 | 0.20 | 0.25 | 0.30 | 0.35 | 0.40 a X
20.0 | 0.15 | 0.18 | 0.20 | 0.25 | 0.30 | 0.35 | 0.40 | 0.50
Prggeg:sﬁjgii@m % in T A BERE Hardness |38 ¥ Strength TRERB]  Material series
ISO Be processed material HB HRC N/mm* F Bl china Bl B& International
P <150 <700 Y12, Y15Pb 10S20. 11SMnPb36
Mild steel >150 >700 Y35, Y40Mn 35520, 44SMn28
<200 <700 Q235A. Q275 S235JR. S275J2G3
BREHN <250 <850 354, 454 C35E4, C45E4
P Carbon construction steel [ 5, <31 <1000 554, 654 C55E4, C60E4
%ﬁ SRS <300 <31 <1000 20Cr. 20CrMo 20Cr4. 18CrMo4
slteel Alloy construction steel <350 <37 <120 40Cr. 42CrMo 41Cr4. 42CrMo
1EE <300 <31 <1000 Cr12, Cr12MoV1 210Cr12. 160CrMoV12
Mould steel <350 <87 <1200 CrWMn, 3CrW8V 105WCrl, 30WCrv9
TIH@ Tool steel <300 <31 <1000 9SiCr. Cr2 -,100Cr2
£, 3% B8 1N 45 88 Fenritic Stainless Steel <200 <700 0Crl13Al, 1Cr17 x6CrAll13, X6Cr17-1
75 EC #8 7~ 8% $8Martensitic stainless steel] < 240 <820 2Cr. 1Cr17Ni2 x20Cr13. X17CrNil6-2
3 R 4% 0Cr19Ni9 X5CrNi18-10.
M BRERER <850 <850 ;
;Fﬁﬁﬁ Austenitic stainless steel 0Cr17Ni17Mo2 X5CrNiCrMol17-12-2
stainless steel | # A& #MDuplex stainless steel| < 850 <850 0Cr26NisMo2
K 3§ Gray castiron <240 HT250. HT350 250, 350
s BKEHEH Ductile Castiron <300 QT500. QT600 500-7. 600-3
AT
Castiron Tl #%8 Malleable castiron <300 KTH350-10. KTB400-05 B35-10. W40-05
N #hes Pure aluminum <120 <400 1A50/L3 Al99, 5
40 ERA < S48 4 £ <0.5Si Wroughtaluminiumalloy| < 120 <400 LF5-1. LD30 AlMg5. AlMglSiCu
Aluminum and | SE#AE <108 Castingaluminumalloy| < 160 <550 ZL101, ZL104 AlSi7Mg. AlSi9Cu3
aluminumalloy | g4 a4 5 108i Castingaluminiumalloy| < 160 <550 ZL102, ZL109 AlSi12, AlSi12Cu
N 5, 1RE S5 Red copperLoweralloycopper | < 120 <400 Tu2. H96 Cu-0F. CuSn5
ﬂﬁé&ﬂﬂ‘%éﬁ #%0 Brass <160 <550 HPb63. HPb59 CuZn35Pb1. CuZn39Pb3
o] eran
coggera"oy #if Bronze <160 <550 QSn8. BSn18-26 CuSn8. CuNil8Zn27
S #EEK, #KE & Puretitanium,Titanium alloy <400 TA2 Ti99.5
HAN T #14 | Alpha+betagk& & Titanium alloy <1050 TC4. - TiAl6V4, TiAl6Zr5
BEAMEREG & | BEGE S Fenous heat-resistantaloy| < 280 <950
C{)mplicated'malerial ja%k ja fagEAL  Ghsas
High—quality heat | Nickel-chromium. Nickel.Nickel <350 <120 Hastelloy. Monel. Inconel
—resistant alloys | cobalt alloy.Cobalt-chromium allo
H ) <48
SRR %MWM Quenched Steel =
High hardness - -
material A HEEES Chilled castiron <55
% E% AE Graphite
raphite

F) BEASHERESBIERERE EER,
2) REEH——IH——TIRBAEN R ZEE0.026F A
3) EARMLARIEHEERE, BRIENALEATNMF: O5820kgH/cm?,
© 1085 15kgf/cm®, ® 158§10kgf/cm?, ®©208§7kgf/cm®,
RS EEER FHERE, NAEBNBEEAERS.
4) AEBLSUTBRBFTEEMIERETHE,

1) Carbide used on high rigidity and high-power machine

2) Ensure Spindle - tool holder - cutter tip precision in the range of 0.02

3) When we use twist drills with coolant hole, should ensure that coolant pressure not less than:
5is 20kgf/cm®, 10 is 15kgf/cm?, 15 is 10kgf/cm® ,20 is 7kgf/cm® Coolant straight flute drills as
its difficult chip removal, coolant pressure should be increased accordingly

4) The recommended parameters need to be adjusted according to actual processing conditions

DOHRE
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Technical data

3XD
FRIESE  Twist drills

5XD

FRIESE  Twist drills

8XD

FRIEHE Twist drills

8XD
R 1 £ Twist drills

TE
NC Spotting drills

Ve f
m/min - mm/r

130 E 150 E 117 E 135 E 104 E 117 E 104 E 130 C
110 D 125 D 99 D 113 D 88 D 99 D 88 D 110 C
105 E 120 E 95 E 108 E 84 E 95 E 84 E 105 C
90 E 105 E 81 E 95 E 72 E 81 E 72 E 90 C
80 E 90 E 72 E 81 E 64 E 72 E 64 E 80 C
85 E 100 E 77 E 90 E 68 E 77 E 68 E 85 C
75 D 85 D 68 D 77 D 60 D 68 D 60 D 75 C
85 D 100 D 77 D 90 D 68 D 77 D 68 D 85 B
75 D 85 D 68 D 77 D 60 D 68 D 60 D 75 B
60 D 70 D 54 D 63 D 48 D 54 D 48 D 60 B
55 C 63 C 50 C 57 C 44 C 50 C 4 C 55 C
55 C 63 C 50 C 57 C 4 C 50 C 4 C 55 B
45 B 50 B 45 B 41 B 36 B 45 B
45 B 50 B 45 B 41 B 36 B 45 B
160 G 180 G 144 162 G 128 G 144 G 128 G 160 C
120 F 135 F 108 F 122 F 96 F 108 F 96 F 120 C
90 F 105 F 81 F 95 F 72 F 81 F 72 F 90 C
207 F 184 F 230 C

207 F 184 F 230 C

160 G 180 G 144 G 162 G 128 G 144 G 128 G 160 D
140 G 160 G 126 G 144 G 112 G 126 G 112 G 140 D
81 F 184 F 90 C

160 G 180 G 144 G 162 G 128 G 144 G 128 G 160 D
90 G 105 G 81 G 95 G 72 G 81 G 72 G 90 C
40 B

35 B

32 B

30 B

30 B

30 B

27 B

DOHRE
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Technical data

4XD 4XD 7XD 7XD 10XD 15XD 5XD
EHiEHE EHiEHE HiEH# EHiEH EHigHE HigHE FRFEHE(37])

Straight flute drills

Straight flute drills

Straight flute drills

Straight flute drills

Straight flute drills

Straight flute drills

Twist drills(3 flutes)

Vc
m/min

f
mm/r

104

E

88

84

72

64

68

60

68

60

48

44

44

O|Oo(c|O|O(Om|m|m|m|0

36

m

36

120 G

150 H

120 G

150 H

112

-

112

100

125

100 F

120 G

100

120 G

96 E

96 E

85

100

75 F

90 G

75 F

90 G

72

72

65

75

160
160

185
185

160

200 H

160

180

-

180 F

110

130

160

200 H

160

180

-

180 F

100

115

160

185

136 F

160

160

128

m

128 E

110

130

100 E

100 E

80

80

mie|n|e|eo|m m|m|m|n

65

75

mi@(MmM|e|e|mMm m|m|m|m |®@

DOHRE
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Technical data

3XD
gi j] ?ug Powerful drills

5XD
SRS E AR

Drills for processing aluminum alloy

8XD
fRE & H MAEE

Drills for processing aluminum alloy

Ve f
m/min - mm/r
160 G 180 G 160 G 144 G
120 F 135 F 120 F 108 F
90 F 105 F 90 F 81 F
170 F 265 G 170 F 265 G
170 F 265 G 170 F 265 G
120 G 180 H 120 G 180 H
105 G 160 H 105 G 160 H
80 E 105 F 80 E 105 F
120 F 180 G 120 F 180 G
120 F 135 F 122 F 180 F 80 E 105 E 80 E 105 E
38 C 42 C 38 B 38 C
30 35 A 28 A 28 C
36 B 40 B 32 B 32 B

DOHRE
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Technical data

3XD 5XD 3XD 5XD
S E AR S E AR 8550 E A 8530 5 AR
Twist drills(3 flutes) Twist drills(3 flutes) Drills for processing stainless steel Drills for processing stainless steel
Ve f
m/min - mm/r
55 C 63 C 50 C 57 C
55 C 63 C 50 C 57 C
45 B 50 B 41 B 45 B
45 B 50 B 41 B 45 B
160 G 180 G 144 G 162 G
120 F 135 F 108 F 122 F
90 F 105 F 81 B 95 F
45 B 41 B
40 B 36 B
38 C 38 C
35 C 32 C
38 C 42 C
30 A 35 A
36 B 40 B

DOHRE
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Technical data

7] ﬁ-*ﬁ%ﬂﬁgﬂ Cutter shank types

DIN6535HA5/DIN1835A DIN6535HB5/DIN1835B  ds<20 DIN6535HB5/DIN1835B  ds =25&32
4 _#. el
—,ﬁ bt |, 12
" 1:5°+1° L5°+1°
4= . -
11
, 11
DIN 1835A DIN 1835B DIN 1835A DIN 1835B
ds 11 ds b1 e1 h1 I1 l2 ds 11 ds b1 e1 h1 11 l2
+2 +0.05 0 +2 +1 +2 +0.05 0 +2 +1
h6 0 hé o ~0 h11 0 0 h6 0 hé o -0 h11 0 0
6 36 6 4.2 18 4.8 36 6 36 6 4.2 18 5.1 36
8 36 8 5.5 18 6.6 36 8 36 8 5.5 18 6.9 36
10 40 10 7 20 8.4 40 10 40 10 7 20 8.5 40
12 45 12 8 225 | 10.4 45 12 45 12 8 225 | 10.4 45
14 45 14 14 45 14 8 225 | 12.7 45
16 48 16 10 24 14.2 48 16 48 16 10 24 14.2 48
18 18 18 48 18 10 24 16.2 48
20 50 20 11 25 18.2 50 20 50 20 11 25 18.2 50
25 56 25 12 32 23 56 17 25 56 25 12 32 23 56 17
32 60 32 14 36 30 60 19 32 60 32 14 36 30 60 19
40 70 40 14 40 38 70 19
50 80 50 18 45 47.8 80 23
63 90 63 18 50 60.8 90 23
DIN6535 HE/DIN1835 E ds =25&32
14
0 (5
L7° 5 6{; [b2)
- — 120
w2 (b2 __|1b3)
) K% b 7
2 ‘
. ‘
) Q ikl W g o~ ™
— ;
1
DIN 1835E DIN 6535HE
ds b2 b3 h2 hs 11 14 I r2 ds b2 b3 h2 h3 11 14 I5 r2
+2 0 ) +2 0 )
h6 = = h11 = 0 _0 min hé = = h11 =~ 0 _0 min
6 4.3 5.1 36 25 18 1.2 6 4.8 3.5 4.8 36 25 18 1.2
8 5.5 6.9 36 25 18 1.2 8 6.1 4.7 6.6 36 25 18 1.2
10 7.1 8.5 40 28 20 1.2 10 | 7.8 5.7 8.4 40 28 20 1.2
12 8.2 10.4 45 33 225 | 1.2 12 8.2 6.0 | 10.4 45 33 225 | 1.2
14 8.1 12.7 45 33 225 | 1.2 14 | 8.1 12.7 45 33 | 225 | 1.2
16 | 10.1 14.2 48 36 24 1.6 16 | 10.1 7.6 | 14.2 48 36 24 1.6
18 | 10.8 16.2 48 36 24 1.6 18 | 10.8 16.2 48 36 24 1.6
20 | 11.4 18.2 50 38 25 1.6 20 | 11.5 | 10.4 | 18.2 50 38 25 1.6
25 | 13.6 9.3 23 56 44 32 1.6 25 | 13.6 9.3 23 | 241 56 44 32 1.6
32 | 15.5 9.9 30 | 31.2 60 48 36 1.6 32 | 13.5 9.9 30 | 31.2 60 48 36 1.6

it: DIN1835HFTAMAEERTIA, DINGSISABEREESE TR
Remark: DIN1835 used for the shank of tool steel,DIN6535 used for the shank of solid carbide tools
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