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Cylindrical shank in range @6 - 9.9 mm
now available
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DRILLMEISTER

For more information

Expansion of cylindrical shank design
for the range of g6 - 9.9 mm and 3.5, 6,
and 8xD

- Long shank design allows overhang
adjustments

- Same adapters can be used as with solid
carbide drills

- Minimum tool interference when drilling close

to the walls
Shank size
TID060... - TID075... | TID08O... - TID095...
Cylindrical shank o8 o010
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For optimal performance, use the following adapters

Hydro chuck Power chuck Collet chuck
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TID-R L/D=3.5
Head changeable drill
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* Cylindrical shank

OAL
Designation DCONMS LU LS DMP/H/N DMC DMF Pocket size Head

TIDOGOR8-3.5 8 21 45 75.7 75.9 74.81 6 DM*060 - DM*064
%TIDOGSRS—S.S 6.5-6.9 8 22.75 45 775 7.7 76.58 6.5 DM*065 - DM*069
() TID070R8-3.5 774 8 245 45 79.1 79.3 78.18 7 DM*070 - DM*074
@) T1D075R8-3.5 75-79 8 26.25 45 80.9 81.1 79.98 7 DM*075 - DM*079
() TID080R10-3.5 _ 10 28 50 87.8 88 86.89 8 DM*080 - DM*084
(@) T1D085R10-3.5 85-89 10 29.75 50 89.6 89.8 88.69 8 DM*085 - DM*089
() TID090R10-3.5 . 9-94 10 315 50 915 91.7 90.41 9 DM*090 - DM*094
(@) TID095R10-3.5 9.5-9.9 10 33.25 50 93.2 93.4 92.11 9 DM*095 - DM*099

Tool diameter Hole diameter - An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)
tolerance* - When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill

+0.05/0 shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.
- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
* For reference the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.
SPARE PARTS (I
Designation Clamping key
TID060-095 K-TID6-9.99
www.tungaloy.com 3
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TID-R L/D=6
Head changeable drill

al @
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a . OAL -5
o —a|
Ly - s |#
* Cylindrical shank
OAL
Designation DCONMS LU LS DMP/H/N DMC DMF Pocket size Head
TIDOGORS-6 8 36 45 91.7 91.9 90.81 6 DM*060 - DM*064
%TIDOGSRS—G 6.5-6.9 8 39 45 94.8 95 93.88 6.5 DM*065 - DM*069
(@) 11D070RE-6 774 8 42 45 97.6 97.8 96.68 7 DM*070 - DM*074
TIDO75R8-6 75-79 8 45 45 100.6 100.8 99.68 7 DM*075 - DM*079
%Tmaomo-e _ 10 48 50 108.8 109 107.89 8 DM*080 - DM*084
(@) TID085R10-6 85-89 10 51 50 111.8 112 110.89 8 DM*085 - DM*089
(@) 1ID090R10-6  9-94 10 54 50 115 115.2 113.91 9 DM*090 - DM*094
(@) 11D095R10-6 9.5-9.9 10 57 50 118 118.2 116.91 9 DM*095 - DM*099

Tool diameter Hole diameter - An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)
l tolerance* - When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill

+0.06/0 shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.
- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
* For reference the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.
SPARE PARTS (:
Designation Clamping key
TID060-095 K-TID6-9.99
4 DrillMeister



TID-R L/D=8
Head changeable drill
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* Cylindrical shank
OAL
Designation DC DCONMS LU LS DMP/H/N DMC DMF Pocket size Head

TIDOGORS-8 8 48 45 1045 1047 10361 6 DM"060 - DM*064
TIDO65RS-8 6.5-6.9 8 52 45 108.6 1088  107.68 6.5 DM"065 - DM*069
(@)TID070R8-8 774 8 56 45 112.4 1126 111.48 7 DM*070 - DM*074
@) TI0075R8-8 75-7.9 8 60 45 116.4 1166 115.48 7 DM"075 - DM079
TIDO8OR10-8 . 8-84 10 64 50 125.6 125.8 124.69 8 DM*080 - DM*084
TID085R10-8 85-89 10 68 50 129.6 1298 128.69 8 DM"085 - DM*089
() TID0%0R10-8 . 9-94 10 72 50 133.8 134 182.71 9 DM*090 - DM*094
(@) TID095R10-8 95-9.9 10 76 50 137.8 138 136.71 9 DM"095 - DM099

Tool diameter Hole diameter - An overall length (OAL) differs based on each head geometry. (No difference for the drill shoulder)
tolerance* - When using the drill at a higher feed rate, make sure to provide an axial support by placing the overhang adjusting screw at the drill

+0.08/0 shank end in the tool holder. This will prevent high thrust force from pushing the drill back into the holder during drilling.
- When axially adjusting the shank inside the holder to obtain a required drill overhang, make sure the shank length remaining inside
* For reference the holder does not come short of the minimum clamping length (LSCN) specified by the holder supplier.
SPARE PARTS (I
Designation Clamping key
TID060-095 K-TID6-9.99
www.tungaloy.com 5
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I STANDARD CUTTING CONDITIONS

Cutting speed Feed: f (mm/rev)
1ISO Workpiece materials 93P DC (mm)

Vc (m/min) 06 - 7.9 08 - 9.9

Low carbon steel (C < 0.3) _ _ _
(SS400 / St42-1, SM490 / St52-3, S25C / C25, etc.) 80-140 0.09-013 012-0.25

High carbon steel (C > 0.3)

. Ty g 70- 120 0.09-0.13 012-0.25
Low allioy siteel 70 - 120 0.08-0.13 011-0.25

(SCM415, etc.) : D T
Alloy giitgtel 40 - 90 0.08-013 011-0.25

(SCM440 / 42CrMo4, SCr420 / 20Cr4, etc.)

Stainless steel
M (SUS304 / X5CrNi18-9, 30-70 0.08 - 0.1 01-0.15
SUS316 / X5CrNiMo17-12-2, etc.)

Grey cast iron : i _
. (FC250 / GG25, etc) ERRHU 0.12-0.18 015-0.3
Ductile cast iron
(FCD700 / GGGTO0, etc.) CURSEL 0.12-0.18 015-0.3
Aluminium alloys ) ) )
. (ADC12, etc.) 80 - 220 0.1-0.2 0.2-0.35

Titanium alloys _ _ _
(Ti-6AI-4V, etc.) 20-50 0.05 - 0.07 0.06 - 0.12

Nickel-based alloys 20-50 0.05-0.07 0.06 - 0.11
Hardened steel 20-50 0.05 - 0.07 0.06 - 0.12
- Cutting conditions in the above table show standard cutting conditions. - Machined hole diameter may change depending upon the rigidity of the machine
- Cutting conditions may change due to the rigidity and power of the machine and tool or cutting conditions.
the workpiece material. - In case of L/D = 8 drill, the recommended range of cutting speeds and feeds is

between the minimum and median values listed above.
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Tungaloy Corporation (Head office) Tungaloy Scandinavia AB Tungaloy Cutting Tools
(Thailand) Co.,Ltd.

Tungaloy America, Inc. Tungaloy Rus, LLC

Tungaloy Singapore (Pte.), Ltd.

Tungaloy Canada Tungaloy Polska Sp. z 0.0.

Tungaloy Vietnam

Tungaloy de Mexico S.A. Tungaloy UK. Ltd

Tungaloy India Pvt. Ltd.

Tungaloy Hungary Kft
Tungaloy do Brasil Ltda.

Tungaloy Turkey Tungaloy Korea Co., Ltd
Tungaloy Germany GmbH

Tungaloy Benelux b.v.

Tungaloy France S.A.S. Tungaloy Malaysia Sdn Bhd

Tungaloy Croatia

Tungaloy Italia S.r.l. Tungaloy Australia Pty Ltd

Tungaloy Cutting Tool
(Shanghai) Co.,Ltd.

Tungaloy Czech s.r.o. PT. Tungaloy Indonesia

Tungaloy Cutting Tools
Tungaloy Ibérica S.L. (Taiwan) Co.,Ltd.

twitter.com/tungaloyjapan ‘ ECO7J1128
www.youtube.com/tungaloycorporation 1997.11.26
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