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Edge ends have 180° flat and are applicable to various applications including
counterboring on slant surface
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Smooth chip control and high rigidity due to the special flute shape
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Edge ends have 180° flat and are applicable to various applications.
Available for high—precision counterboring.

Optimum tool for improvement and cost reduction of difficult cutting processes.

MEGACOAT NANO{REHE &

Long Tool Life with "MEGACOAT NANO*
BHRMK L RE. SEEB5GPa) 5

AL EELFHEE: 1,150T), ATUMHIER,
RE PR TIMERE

The special Multilayer Nano Coating prevents wear and chipping with high hardness

(835G Pa) and superior oxidation resistance
(oxidation temperature: 1,150C)

Flat Bottom
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Smooth Chip Evacuation
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Combination of smooth chip control and high rigidity due to the
special flute shape
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Hole Counterboring Plunging on Thin Plate
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Reduced Burrs
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Bottom Finishing after Drilling
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Flat Bottom
1 Pass Cutting

Turning in Automatic Lathes/Turning

Hole Expanding
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Finishing
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Counterboring and
Guide Hole Cutting with
a Single End Mill
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Counterboring on Slant Surface/Guide Hole Cutting
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Short type is highly rigid due to large core diameter
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Suitable for shallow drilling under 1.5D

144 Cutting Conditions
n=3,000min-"

Vi=420mm/min

fNTRE Cutting Depth =12mm (1.5D)
Wet
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Excellent chip evacuation
due to large chip pocket
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Large core diameter
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Short type
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Convenient plus tolerance is available for ¢6 type
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Usage example of plus tolerance for 6 type
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1st process: 2nd process:
Guide hole cutting Deep drilling
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IFDO SmIMIATIR: A/ IFD S@iMIATIR: EAZ
IFQFRIMIATIR : AnE IFQFRIMIAIAR :fGAE
Bad 1st process: Tool for guide hole cutting: Minus tolerance Good  1st process: Tool for guide hole cutting: Plus tolerance
2nd process: Tool for deep drilling: Minus tolerance 2nq process: Tool fqr deep drilling: Minus tolerance
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2nd process: TEFETH 2nd process: 2ZDK060S-P

Tool for 2nd process
(Deep drilling)interferes
cutting surface of 1st
process(Guide hole cutting)
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Hole distortion, bending
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Effects on finished surface
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Effects on dimension of diameter
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Finished surface of guide
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No effect on
next process
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T)#(Z) Number of flutes =2 (BA{iL Unit: mm)
RS ETE | MR SMRAE | K |FBTK|TRER £K B BT | SMER | SMRAZE | R | FTK|THER £K
Description Stock | Outside | Outside Flute | Under | Shank | Overall Description Stock | Outside | Outside Flute | Under | Shank | Overall
Dia. Dia. Length | Neck Dia. | length Dia. Dia. Length | Neck Dia. length
Tolerance Length Tolerance Length
¢Dc 2 22 $Ds L ¢Dc 2 22 ¢Ds L
27ZDK010S ® 1.0 3 4 2ZDK037S ® | 37
27ZDK011S dedR | 1.1 27DK038S iEfR | 3.8
35 | 45 12 | 13
27ZDK012S R | 1.2 2ZDK039S JEdR | 3.9
27ZDK013S Kl | dE4% | 1.3 4 5 27ZDK040S ® | 40
27DK014S EFEN | 3E45 | 1.4 45 | 55 27ZDK041S ® 41
2ZDK015S ) 1.5 27DK042S ® | 42 13 14
5 6
2ZDK016S ® | 16 2ZDK043S ® | 43
27ZDK017S EkR | 1.7 55 | 6.5 27ZDK044S EfR | 4.4
27ZDK018S dEtR | 1.8 2ZDK045S ® | 45 14 15
27ZDK019S EtR | 1.9 6 7 2ZDK046S dEtR | 4.6
4 50
2ZDK020S ETEH | ® | 20 | _§i0 2ZDK047S 3R | 47
27DK021S KTl | 3E4% | 2.1 27DK048S ® | 48 o 15 16
6 60
— -0.012
2ZDK022S dEtR | 2.2 7 8 27ZDK049S ® | 49
2ZDK023S dEtR | 2.3 27ZDK050S ® | 50
2ZDK024S ® | 24 2ZDK051S ® | 51
16 | 17
27DK025S ® | 25 8 9 2ZDK052S ® 5.2
27DK026S ® | 26 2ZDK053S ® | 53
2ZDK027S e | 27 2ZDK054S dE4R | 5.4
27ZDK028S EFEM | 3Efr | 2.8 27ZDK055S L] 5.5 17 18
9 10
2ZDK029S Kl | ® | 29 27ZDK056S [} 5.6
2ZDK030S ® | 30 27ZDK057S iEtR | 5.7
2ZDK031S ® | 31 2ZDK058S ® | 58 18 | 19
27ZDK032S dEtR | 3.2 10 11 2ZDK059S JEfR | 5.9
27DK033S ® | 33 0 6 60 2ZDK060S ® 6.0
-0.012
2ZDK034S ® | 34 2ZDK060S-P e 60 30
19 | 21
2ZDK035S Kl | ® | 35 11 12 2ZDK061S ® 6.1 0 8 70
_ -0.015
27DK036S KTl | 3E4% | 3.6 27ZDK062S ® | 62
- BBHEF520°, Helix Angle is 20°. O tREFETE Std.Stock IEAR: JEFREF=F Made to order

- INTREFE1.5D(1.5x D)L, The cutting depth should be less than 1.5D(1.5 x Dc).
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TIH(Z) Number of flutes = 2

(B84 Unit: mm)

BE EfF | MR SMERE | K (ETK | TRER £K BE EfF | SME | SMEAE | K |FITK THER £K
Description Stock | Outside | Outside Flute | Under | Shank | Overall Description Stock | Outside | Outside Flute | Under | Shank | Overall
Dia. Dia. Length | Neck | Dia. | length Dia. Dia. Length | Neck | Dia. | length
Tolerance Length Tolerance Length
¢Dc 2 2, $Ds L ¢Dc 2 22 $Ds L
2ZDK063S ® | 63 2ZDK099S 3EER | 9.9 0
27ZDK064S ® | 64 2ZDK100S o 00| %9 31 | a3 e
2ZDK065S ® | 65 2% 2ZDK101S 3E#R | 101
2ZDK066S ® | 66 2ZDK102S 3E#R | 10.2
2ZDK067S iR | 6.7 2ZDK103S ® |103 32 | 34
2ZDK068S Kl | ® | 6.8 21 23 27ZDK104S 3E4R | 104
2ZDK069S k4R | 6.9 2ZDK105S ® | 105
27DK070S ® |70 2ZDK106S IE4R | 10.6
2ZDK071S JEfR | 7.1 22 | 24 2ZDK107S k4R | 107 I
27ZDKO072S R | 7.2 ° " 2ZDK108S 3EfR | 10.8
27DK073S ® |73 27DK109S 3Ef% | 10.9
27DK074S iR | 74 23 2ZDK110S ® |110 34 | 36
27ZDK075S ® |75 2ZDK111S FEAR | 111
2ZDK076S dEtR | 7.6 25 2ZDK112S dEfR | 11.2
2ZDK077S e |77 2ZDK113S 3ER | 11.3 3 | 37 171
27DK078S ® | 78 * 2ZDK114S dEtR | 114 0
27ZDK079S IR | 7.9 2ZDK115S o 15| 008
2ZDK080S ® | 80 0 2ZDK116S 3EHR | 11.6
2ZDK081S dEfR | 8.1 T s | o7 2ZDK117S 3EtR | 117 36 | 38
2ZDK082S ® | 82 27ZDK118S 3EtR | 11.8
2ZDK083S KTl | k4R | 8.3 2ZDK119S dEtR | 11.9
2ZDK084S IR | 8.4 26 | 28 2ZDK120S 12.0 37 | 39
27ZDK085S ® | 85 2ZDK125S ® | 125 4| M
2ZDK086S ikt | 8.6 2ZDK130S ® | 130 43 | 43
27ZDK087S ® | 87 27 | 29 2ZDK135S ® |135 44 | 44
27ZDK088S ® | 88 27DK140S ® | 140 45 | 45
27DK089S 3EkR | 8.9 2ZDK160S ® | 160 52 | 52
27ZDK090S ® | 90 28 | 30 e 2ZDK170S ® | 17.0 54 | 54
27DK091S dEdR | 9.1 2ZDK175S ® 175 56 | 56 e
27DK092S JEtR | 9.2 2ZDK180S ® | 180 57 | 57
2ZDK093S dkiR | 9.3 2ZDK200S ® | 200 _8.021 63 | 63 | 20 | 125
2ZDK094S kiR | 9.4 “0 e @:iRAETE StdStock JEAR: FERREFS Made to order
% 2ZDK160S52ZDK200SHI TI i E R A = 2H6,
27ZDK095S [ 9.5 For 2ZDK160S and 2ZDK2008, tolerance of the shank diameter is H6.
27DK096S IR | 9.6
2ZDK097S iR | 9.7 30 | 32
2ZDK098S Kl | ® | 9.8

- B2HEFB20°, Helix Angle is 20°.

- INTRE#1.5D(1.5x Dc)A o The cutting depth should be less than 1.5D(1.5 x Dc).
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TI#1(Z) Number of flutes =2 (B3 Unit: mm)
s ETE | MR SMRAE | K |FBTK|IRER £K S EfF | MR SMEAE | K FBTK |TRER £K
Description Stock | Outside | Outside Flute | Under | Shank | Overall Description Stock | Outside | Outside Flute | Under | Shank | Overall
Dia. Dia. Length | Neck Dia. | length Dia. Dia. Length | Neck Dia. | length
Tolerance Length Tolerance Length
¢Dc 2 2, ¢Ds L ¢Dc L 2, ¢Ds L
2ZDK030 ® 30| _Jp0| 14| 15 2ZDK070 e |70 32 | 33
27DK033 ) 3.3 15 16 27ZDKO075 ) 7.5 34 35 8 70
2ZDK035 ® | 35 17 | 18 2ZDK080 ® | 80 36 | 36
2ZDK040 ® | 40 19 | 20 27DK085 ° 8.5 38 | 39
0
-0.015
2ZDK042 ® | 42 20 | 21 2ZDK088 o 8.8 39 | 40
2ZDK045 ® | 45 21 22 6 60 2ZDK090 ® 90 40 | 41 10 | 80
0
-0.012
2ZDK050 ® | 50 23 | 24 27DK095 ® 95 42 | 43
2ZDK053 ® | 53 24 | 25 2ZDK100 ® | 100 45 | 45
27ZDK055 ) 55 25 26 27ZDK103 ® | 103 46 47
2ZDK056 ® | 56 26 | 27 2ZDK105 ® 105 47 | 48
27DK060 ° 6.0 28 | 28 2ZDK110 ® | 110 _8.018 51 52 12 | 100
27DK065 ® | 65 30 | 31 27ZDK115 e 115 53
~0015 8 | 70 54
27DK068 ) 6.8 31 32 27ZDK120 ® | 120 54

- B2HEF20°, Helix Angle is 20°.
- FEAMIRE2D(2 x Dc)AE#, The cutting depth should be less than 2D(2 x Dc).

- INTREFE2DL ERHERF#RBHMT . Step machining is recommended when cutting depth is over 2D.

O FRERETE Std.Stock
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.t)] ﬁu%1¢ Cutting Conditions

=k X4 5MZEDc(mm)
Material Application Outside Dia. ¢1 4)2 ¢3 ¢4 ¢5 ¢6 4)8 ¢1 0 ¢1 2 ¢1 & ¢1 6 ¢1 8 (|>20
FE (min ")
—ABEERISR . FEK Spindle Revolution 19,500(11,200| 8,300 | 6,200 | 5,000 | 4,200 | 3,200 | 2,500 | 2,100 | 1,800 | 1,600 | 1,400 | 1,300
SS400,S45C
Structural steel N i
Carbon steel EE(mm/min) | 300 | 380 | 520 | 520 | 520 | 520 | 520 | 450 | 450 | 450 | 450 | 450 | 450

FeH(min") 19,000{10,000| 7,200 | 5,400 | 4,400 | 3,600 | 2,700 | 2,200 | 1,800 | 1,500 | 1,350 | 1,200 | 1,100

ﬁ‘ﬁﬁij Spindle Revolution
SCM,SNCM

All teel L i

oy siee ﬁﬁg’;‘;{:'”) 300 | 320 | 450 | 450 | 450 | 450 | 450 | 400 | 400 | 400 | 400 | 400 | 400

Fe2(min"") 16,000/ 8,000 | 3,900 | 2,900 | 2,300 | 1,900 | 1,500 | 1,200 | 1,000 | 850 | 750 | 650 | 600

b hﬁijiiﬂdt | 1 Spindle Revolution
re—nardeneaq stee ™
NAK R .
(30 ~ 45HRC) b gEER(mM/min) | 510 | 010 | 210 | 210 | 210 | 210 | 210 | 190 | 190 | 190 | 190 | 190 | 190
Feed Rate
T —
) Plunge Miling | F&2g(min™!) |46 40/10,000| 7,200 | 5,400 | 4,400 | 3,600 | 2,700 | 2,200 | 1,800 | 1,550 | 1,350 | 1,200 | 1,100
5}2%%@5 Spindle Revolution
FCD400
Nodular Cast | 3 f
ocuiarastiron ﬁﬁmég“”) 200 | 300 | 390 | 390 | 390 | 390 | 390 | 340 | 340 | 340 | 340 | 340 | 340
Fe2(min™) 156, 000|20,000/17,800|13,100/10,500| 8,900 | 6,700 | 5,400 | 4,500 | 3,800 | 3,400 | 3,000 | 2,700
%Ei% Spindle Revolution
A7075
Alumini 1l 3 i
urminium oy l’fﬁgﬁ‘;{z'”) 500 | 850 | 1,270 1,270 |1,270| 1,270 | 1,270 | 1,270 | 1,270 | 1,270 | 1,270 | 1,270 | 1,270
FH(min™) 156 000/20,000/13,100|10,000| 8,000 | 6,700 | 5,000 | 4,000 | 3,400 | 2,900 | 2,500 | 2,200 | 2,000
Eﬁ'ﬁ%ﬁ: Spindle Revolution
AC,ADC
Alumini Il ti 2 f
uminium efloy casting gEEa(mm/min) | 450 | 750 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820 | 820
Feed Rate
&
-ATNARBRMIER, FAeE#TERMNI R mNY
. ?Eﬁ{§ﬁﬁtﬂéuiﬁi Standard Short type
- EIREHURRIE ., 71E M BRI . q T
ST, ERBREERREENES mIRmE 15D(1.5 x D)L
« THEF I TAREER(SUS304 - SUS316) 5%2 xDDct)hu? Cuting Depth
- MEMIH., AoERETAORNSEERRZM TS E) 2Dorless Jetie
TR (0)<30° = iE T ZEI50% T
THHERF(6) > 30° = 1 FEHHEI70%UT, #HEEEHETIAEI0%UT -
Notes TIEEZ(9Dc) TIE B (9Dc)
* This tool is specially designed for plunging and NOT recommended for traversing. i CnERE J UG RE,

* Coolant is recommended.

+ Adjust ap to suit machine rigidity.

* Use chuck and machine with as high rigidity as possible.

* Stainless steel cutting (SUS304/SUS316) is NOT recommended.

* Modifications of cutting conditions can be needed when cutting a slant surface, depending on the slant angle. (fig.1)
When workpiece slant degree is 30° or less, reduce the feed rate by 50%.
When workpiece slant degree is more than 30°, reduce the revolution by 70% and the feed rate by 30%.

E1 fig1

BN T2 case Studies
i'é:‘: $ gﬁ%ﬁgﬁﬂ'ﬁ: (8350) Transmission parts ﬁﬂ l‘j (S U S44OC) Valve

iﬂi ?Lﬂulﬁﬁﬁl‘]%ﬂ.ﬂﬂl Counterboring before oil hole drilling ﬁ 133$EEE"]€I5?L%?UJHI Hole counterboring with drill in automatic lathe

f EiRgED FREMT
AIFEENT REKmE

Improved yield rate and

Stable cutting with less wear J
stable cutting

Nove o,
T A I L& 14 cutting Conditions N T &4 cutting Conditions
" \ - n=2,600min"" - n=2,000min-"
2 \ + Vf=130mm/min + Vf=200mm/min
2ZDK060 ‘ 7JHI§SZ100é.‘ 27ZDKO055 . ﬂﬂI?ﬂlS0,000’[\
Tool life (pieces) - Tool life (pieces)
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Tel: 021-3660-7711 Fax: 021-5638-6200
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ERKE2206= (300074) B3 % H0 32832055 (430060)
Tel: 022-2845-9388 Fax: 022-2845-9398 Tel: 027-8526-6779 Fax: 027-8526-6750
KENEL Ml KETEERXSFHKEE39995 I iNAELS ik SNERARHAIFEEI61S
G FEMIEN S 158:310-31128 (130062) hERERRSHB09Z (510620)
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