HOLEMAKING TOOLS | Solid Carbide Drills

D966-A5C

5D Internal Coolant Twist

Drill for Aluminum Alloy Machining
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Order No. (r?f;) LCF OAL D(m;’;” s W PLogn Order No. (r'%% LCF
D966-A5C-0300 3.00 28 660 6 36 235 055 @ D966-A5C-0560 5.60 44
D966-A5C-0310 3.10 28 660 6 36 234 056 O D966-A5C-0570 5.70 44
D966-A5C-0320 3.20 28 660 6 36 232 058 O D966-A5C-0580 5.80 44
D966-A5C-0330 330 28 660 6 36 231 060 @ D966-A5C-0500 5.90 44
D966-A5C-0340 3.40 28 660 6 36 229 062 O D966-A5C-0600 6.00 44
D966-A5C-0350 3.50 28 660 6 36 22.8 0.64 O D966-A5C-0610 6.10 53
D966-A5C-0360 3.60 28 660 6 36 226 0.66 O D966-A5C-0620 6.20 53
D966-A5C-0370 3.70 28 660 6 36 225 0.67 O D966-A5C-0630 630 53
D966-A5C-0380 3.80 36 740 6 36 303 0.69 O D966-A5C-0640 6.40 53
D966-A5C-0390 3.90 36 740 6 36 302 071 O D966-A5C-0650  6.50 53
D966-A5C-0400 4.00 36 740 6 36 300 073 @ D966-A5C-0660 6.60 53
D966-A5C-0410 4.10 36 740 6 36 299 0.75 O D966-A5C-0670 6.70 53
D966-A5C-0420 420 36 740 6 36 297 0.76 @ D966-A5C-0680 6.80 53
D966-A5C-0430 430 36 740 6 36 29.6 0.78 O D966-A5C-0690 6.90 53
D966-A5C-0440 4.40 36 740 6 36 29.4 0.80 O D966-A5C-0700 7.00 53
D966-A5C-0450 4.50 36 740 6 36 293 0.82 O D966-A5C-0710  7.10 53
D966-A5C-0460 4.60 36 740 6 36 291 0.84 O D966-A5C-0720 7.20 53
D966-A5C-0465 4.65 36 740 6 36 29.0 0.85 O D966-A5C-0730 7.30 53
D966-A5C-0470 470 36 740 6 36 29.0 0.86 O D966-A5C-0740  7.40 53
D966-A5C-0480 4.80 44 820 6 36 368 0.87 O D966-A5C-0750  7.50 53
D966-A5C-0490 4.90 44 820 6 36 367 0.89 O D966-A5C-0760 7.60 53
D966-A5C-0500 5.00 44 820 6 36 365 091 ® D966-A5C-0770  7.70 53
D966-A5C-0510 510 44 820 6 36 364 093 O D966-A5C-0780 7.80 53
D966-A5C-0520 520 44 820 6 36 362 095 O D966-A5C-0790 7.90 53
D966-A5C-0530 530 44 820 6 36 361 096 O D966-A5C-0800 8.00 53
D966-A5C-0540 5.40 44 820 6 36 359 098 O D966-A5C-0810 8.10 61
D966-A5C-0550 550 44 820 6 36 358 1.00 O D966-A5C-0820 8.20 61
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Solid Carbide Drills | HOLEMAKING TOOLS

D966-A5C

5D Internal Coolant Twist Drill for Aluminum Alloy Machining

OAL

Continued

DC
(m7)

DMM

In DC
(h6) LS LU PL Stock Order No.

Order No. m7)

DMM In
LCF OAL LCF OAL (h6) LS LW PL  Istock

D966-A5C-0830 8.30 61 103.0 10 40 48.6 1.51
D966-A5C-0840 8.40 61 103.0 10 40 484 1.53
D966-A5C-0850 8.50 61 103.0 10 40 483 1.55
D966-A5C-0860 8.60 61 103.0 10 40 48.1 1.57
D966-A5C-0870 8.70 61 103.0 10 40 48.0 1.58
D966-A5C-0880 8.80 61 103.0 10 40 47.8 1.60
D966-A5C-0890 8.90 61 103.0 10 40 47.7 1.62
D966-A5C-0900 9.00 61 103.0 10 40 475 1.64
D966-A5C-0910 9.10 61 103.0 10 40 474 1.66
D966-A5C-0920 9.20 61 103.0 10 40 47.2 1.67
D966-A5C-0930 9.30 61 103.0 10 40 47.1 1.69
D966-A5C-0940 9.40 61 103.0 10 40 46.9 1.71
D966-A5C-0950 9.50 61 103.0 10 40 46.8 1.73
D966-A5C-0960 9.60 61 103.0 10 40 46.6 1.75
D966-A5C-0970 9.70 61 103.0 10 40 46.5 1.77
D966-A5C-0980 9.80 61 103.0 10 40 46.3 1.78
D966-A5C-0990 9.90 61 103.0 10 40 46.2 1.80
D966-A5C-1000 10.00 61 103.0 10 40 46.0 1.82
D966-A5C-1010 10.10 71 118.0/ 12 45 559 1.84
D966-A5C-1020 10.20 71 118.0 12 45 557 1.86
D966-A5C-1025 10.25 71 118.0 12 45 556 1.87
D966-A5C-1030 10.30 71 118.0 12 45 556 1.87
D966-A5C-1040 10.40 71 118.0 12 45 554 1.89
D966-A5C-1050 10.50 71 118.0 12 45 553 1.91
D966-A5C-1060 10.60 71 118.0 12 45 55.1 1.93
D966-A5C-1070 10.70 71 118.0 12 45 55.0 1.95
D966-A5C-1080 10.80 71 118.0 12 45 54.8 1.97

O

D966-A5C-1090 10.90 71 118.0 12 45 54.7 1.98
D966-A5C-1100 11.00 71 118.0 12 45 54.5 2.00
D966-A5C-1110 11.10 71 118.0 12 45 544 2.02
D966-A5C-1120 11.20 71 118.0 12 45 54.2 2.04
D966-A5C-1130 11.30 71 118.0 12 45 54.1 2.06
D966-A5C-1140 11.40 71 118.0 12 45 53.9 2.07
D966-A5C-1150 11.50 71 118.0 12 45 53.8 2.09
D966-A5C-1160 11.60 71 118.0 12 45 53.6 2.11
D966-A5C-1170 11.70 71 118.0 12 45 53.5 2.13
D966-A5C-1180 11.80 71 118.0 12 45 53.3 | 2.15
D966-A5C-1190 11.90 71 118.0 12 45 53.2 2.17
D966-A5C-1200 12.00 71 118.0 12 45 53.0 2.18
D966-A5C-1205 12.05 71 118.0 12 45 529 2.19
D966-A5C-1210 12.10 77 1240 14 45 58.9 2.20
D966-A5C-1220 12.20 77 1240 14 45 58.7 2.22
D966-A5C-1230 12.30 77 124.0 14 45 58.6 2.24
D966-A5C-1240 12.40 77 1240 14 45 584 2.26
D966-A5C-1250 12.50 77 124.0 14 45 58.3 2.27
D966-A5C-1260 12.60 77 124.0 14 45 58.1 2.29
D966-A5C-1270 12.70 77 1240 14 45 58.0 2.31
D966-A5C-1280 12.80 77 1240 14 45 57.8 2.33
D966-A5C-1300 13.00 77 124.0 14 45 57.5 237
D966-A5C-1310 13.10 77 1240 14 45 57.4 238
D966-A5C-1320 13.20 77 124.0 14 45 57.2 2.40
D966-A5C-1350 13.50 77 124.0 14 45 56.8 2.46
D966-A5C-1360 13.60 77 124.0 14 45 56.6 2.47
D966-A5C-1370 13.70 77 1240 14 45 56.5  2.49
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HOLEMAKING TOOLS | Solid Carbide Drills

D966-A5C

5D Internal Coolant Twist Drill for Aluminum Alloy Machining
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DC DMM In DC DMM In
Order No. m7) LCF  OAL (h6) LS LU PL Stock Order No. (m7) LCF OAL (h6) LS LU PL Sigk
D966-A5C-1380 13.80 77 |[124.0 14 45 563 251 O D966-A5C-1630 16.30 93 143.0 18 |48 68.6 297 O
D966-A5C-1390 13.90 77 124.0 14 45 56.2 253 O D966-A5C-1650 16.50 93 143.0 18 |48 683 3.00 O
D966-A5C-1400 14.00 77 1240 14 45 56.0 255 O D966-A5C-1680 16.80 93 143.0 18 |48 67.8 3.06 O
D966-A5C-1410 14.10 83 133.0 16 48 619 257 O D966-A5C-1690 16.90 93 143.0 18 |48 67.7 3.08 O
D966-A5C-1420 14.20 83 |133.0 16 48 61.7 258 O D966-A5C-1700 17.00 93 143.0 18 |48 67.5 3.09 O
D966-A5C-1430 14.30 83 133.0 16 48 61.6 2.60 O D966-A5C-1720 17.20 93 143.0 18 48 67.2 3.13 O
D966-A5C-1450 14.50 83 [133.0 16 48 613 264 O D966-A5C-1750 17.50 93 143.0 18 |48 66.8 3.18 O
D966-A5C-1460 14.60 83 133.0 16 48 61.1 266 O D966-A5C-1770 17.70 93 143.0 18 |48 66.5 3.22 O
D966-A5C-1470 14.70 83 |[133.0 16 48 61.0 268 O D966-A5C-1780 17.80 93 143.0 18 |48 663 3.24 O
D966-A5C-1480 14.80 83 133.0 16 48 60.8 269 O D966-A5C-1800 18.00 93 143.0 18 |48 66.0 3.28 O
D966-A5C-1500 15.00 83 |133.0 16 48 60.5 273 O D966-A5C-1810 18.10 101 153.0 20 |50 739 3.29 O
D966-A5C-1510 15.10 83 133.0 16 48 604 275 O D966-A5C-1850 18.50 101 153.0 20 |50 733 337 O
D966-A5C-1520 15.20 83 |133.0 16 48 60.2 277 O D966-A5C-1860 18.60 101 153.0 20 |50 73.1 338 O
D966-A5C-1530 15.30 83 133.0 16 48 60.1 278 O D966-A5C-1880 18.80 101 153.0 20 |50 72.8 3.42 O
D966-A5C-1550 15.50 83 |133.0 16 48 598 282 O D966-A5C-1900 19.00 101 153.0 20 |50 725 346 O
D966-A5C-1570 15.70 83 133.0 16 48 595 286 O D966-A5C-1950 19.50 101 153.0 20 |50 71.8 3.55 O
D966-A5C-1580 15.80 83 |133.0 16 48 59.3 288 O D966-A5C-1980 19.80 101 153.0 20 |50 71.3 3.60 O
D966-A5C-1600 16.00 83 133.0 16 48 59.0 291 O D966-A5C-2000 20.00 101 153.0 20 |50 71.0 3.64 O
@Stock OAvailable Upon Order Notes: Non-standard customization is available for D3-D20 tools Unit (mm)
Range of Sizes DC(m7) DMM(h6)
>2-3 +0.002/+0.012 0.000/-0.006
>3—6 +0.004/+0.016 0.000/-0.008
>6—10 +0.006/+0.021 0.000/-0.009
>10—18 +0.007/+0.025 0.000/-0.011
>18—20 +0.008/+0.029 0.000/-0.013
Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2
Carbon PH and Gray Cast AITJ?;?:Sm Cast High-
St Alloy Steel, | Ferritic/ | Stainless Iron, High Alloy ; Copper | Composite 9 Titanium | Hardened = Hardened
eel ToolSteel Martensitic  Steel | Nodular = CastIron 0% Cast  Aluminum - Material ©mPerature Steel | Steel
Alloy Steel ool Steel | Martensitic ee odular astlron |\ ium Alloy oy ateria Alloy oy eel ee
Steel Cast Iron
Alloy
<35HRC |35-48HRC <32HRC 35-45HRC Si<12%  Si>12% <HB200 <HB450 <HB400 45-55HRC 55-60HRC
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Recommended Cutting Data

D966 Aluminum Alloy Machining Twist Drill

Solid Carbide Drills | HOLEMAKING TOOLS

Cutting Speed Vc Feed Fn
(m/min) (mm/rev)
Workpiece Material
H H ®3 D4 D6 D8 P10
Forged
Aluminum Alloy 250-150-80 315-230-90  0.06-0.09-0.11  0.13-0.20-0.26 0.16-0.22-0.28 0.18-0.26-0.32 A 0.20-0.30-0.38
(Si<12%)
Cast Aluminum
Alloy 230-150-80 315-230-90 0.06-0.09-0.11 0.13-0.20-0.26 0.16-0.22-0.28 0.18-0.26-0.32 0.20-0.30-0.38
(Si<12%)
m Cast Aluminum
Alloy 230-150-80 ' 270-180-90 0.06-0.09-0.11 0.13-0.20-0.26 0.16-0.22-0.28 | 0.18-0.26-0.32 | 0.20-0.30-0.38
(Si>12%)
Copper, Copper
Alloy 160-120-70 180-135-90 0.06-0.09-0.11 0.13-0.20-0.26  0.16-0.22-0.28 0.18-0.26-0.32 | 0.20-0.30-0.38
(<200HB)
Cutting Speed Vc Feed Fn
(m/min) (mm/rev)
Workpiece Material
n E ®12 D14 D16 »18 20
Forged
Aluminum Alloy 250-150-80 315-230-90 0.22-0.34-0.42 0.24-0.36-0.44 0.28-0.38-0.46 | 0.32-0.40-0.48 | 0.34-0.42-0.48
(Si<12%)
Cast Aluminum
Alloy 230-150-80  315-230-90 0.22-0.34-0.42 0.24-0.36-0.44 0.28-0.38-0.46 ' 0.32-0.40-0.48 | 0.34-0.42-0.48
m (Si<12%)
Cast Aluminum
Alloy 230-150-80 270-180-90 0.22-0.34-0.42 0.24-0.36-0.44 0.28-0.38-0.46 0.32-0.40-0.48 0.34-0.42-0.48
(Si>12%)
Copper, Copper
Alloy 160-120-70 180-135-90 | 0.22-0.34-0.42  0.24-0.36-0.44 0.28-0.38-0.46 0.32-0.40-0.48 | 0.34-0.42-0.48
(<200HB)

[ Notes]

1. Please use a machine with relatively high rigidity. It is recommended to adopt hydraulic tool holders, thermal expansion tool holders and powerful

handles with spring collets.

2. When installing the tool, it is necessary to ensure that the radial bounce of the drill bit tip is less than 0.02mm.

3. This standard cutting condition table is suitable for water-soluble cutting fluids
4. For the tool edge diameter specifications not listed in the table, please refer to the closest edge diameter specifications in the table to select the
cutting data. Meanwhile, during the machining process, please adjust the cutting data appropriately according to the actual machining situation.
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