MHPMT

DRILLS

DR Mini

High-performance micro long drills for P, M, N, K, S materials



XHPMT

Index - Drills, For 35 - 68 HRC

SI2 Suitable for Material Groups 1 ) Adapté pour les matériaux EATHR e v K
8 Geeignet fir die Materialgruppen @ B Adatto pee il materiale s e
EDP Helix . Page
662 ewg—————— DRNC60° 2 30° uc G 443
953 Sl==mmmmmmm——— DRNC60° 2 30° BO819 G 443
664 dr————————=—DRNC90° 2 30° uc G 444
< 35 HRC
955 A= DRNC90° 2 30° B0819 G 444
666 D Eee——————m——mmme DRNC120° 2 30° uc G 445
957 @Rl————————= DRNCi20° 2 30° B0819 G 445
D09 ML S DRALUOF-3x0 2 30° uc P 449
Non Ferrous Metal . N
D10 - - DRALU OF - 5 x @ 2 30° uc P 450
PEBENSE— 0310 2 w0 Te0R0 o 4
SN FZDil-5x2 2 30° T8090 G 456
<35 HRC
Do7 @S rNTCo0F-3x2 2 30° 8090 P 459
D08 e ———— DRNITICOOF-5x@ 2 30° T8090 P 460
c73 SN r\nOF3xo 2 30° 8090 P 464
c77 S DRVAOF-5x0 2 30° T8090 P 465
wos S T — R 2 30° T8090 P 469
wo9 e DRS-5x0 2 30° T8090 P 470
wio Sl o:s0F-3x0 2 30° T8090 P an
< 45 HRC
wif S DR-SOF-5xO 2 30° T8090 P 472
DR MINI OF - 5 X @, 8x 3,12 x @, .
Ho3 16x @, 20x @, 25x @, 30x @ 2 80 T8090 P 479
DR-LX OF - 12 x @, 16x @, 20x @, ,
S 2 30 T8090 P 485
F33 S ———— DR45SBOF-8x©Q 2 30° T8090 P 493
<60 HRC
823 e P DR60-3x0 2 15° DO0120 P 498

G - General P - Performance



FEATURES & BENEFITS

1 Split Point Design 2 X-Thinning

Provides self centering ability and reduced thrust Better self-centering on initial cutting

3 Straight Edge Profile 4 Polished Flute

Shorter chip and reinforced cutting edge - Smoother chips evacuation
- Less build up edge

5 Suitable for Material

PN v [E
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Kreuzanschliff
Bietet Selbstzentrierung und reduzierten Axialdruck

X-Ausspitzung
Bessere Selbstzentrierung beim Anschnitt

Gerades Kantenprofil
Klrzerer Span und verstarkte Schneidkante

Polierte Schneiden
Verbesserter problemloser Spaneflul
Weniger Aufbauschneiden

Geeignet fur die Materialgruppen P, K, N, M, S

—

1.. Struttura del punto di ripartizione
Offre capacita autocentranti e spinta ridotta

X-assottigliamento
Miglior autocentraggio al taglio iniziale

Profilo dritto
Trucioli piu corti e angolo di taglio rinforzato

Scanalature altamente levigate
Evacuazione dei trucioli piu semplice
Meno formazione di materiale di riporto

Adatto per il materiale P, K, N, M, S

XHPMT
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AR B RISR (LRI ETRIT)

4. #herE
BIR7EI R
BRI S,

5. ERTME PKINIMS

1. Conception a affGtage croisé
Permet une capacité de centrage automatique et une
poussée réduite

2. Amincissement en X
Meilleur auto-centrage a l'attaque du percage

3. Profil d’aréte droite
Copeaux plus courts et aréte de coupe renforcée

4. Goujures hautement polies
Evacuation des copeaux plus fluide
Moins d’accumulation sur les arétes

5. Adapté aux matériaux P, K, N, M, S
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HO3 XHPMT

DR MINI OIL FEED MINIATURE TWIST DRILLS - 135° POINT ANGLE - 5 X @, 8X @, 12 X @, 15X @, 20X @, 25X @, 30X @

== VHM DR MINI Kihlkanalbohrer nach 135° Spitzenwinkel, Schaft nach DIN 6535HA 5 x &, 8x @,
'6 12 x @, 15x @, 20x G, 25x @, 30x @
& l . Punte elicoidali DR MINI, con foro di lubrificazione, angolo di punta 135°, codolo DIN 6535HA- MG
LZJ 5 x @, 8x @, 12 x @, 15x @, 20x @, 25x @, 30x @
' . Forets hélicoidaux DR MINI a trous d'huile angle de pointe 135°, queue selon DIN 6535HA- 5 x
3, 8x 3,12 x B, 15x @, 20x G, 25x G, 30x
2 “ BAEREE DR MINI &5 RILFLEEK-HEETF27), #ERREDING6535HA, Tif135°5x @, 8x @, 12 X @,
o 15x @, 20X @, 25x @, 30x @
(=)
HO3
1
w 4 D_T 135° d2
o
N O Il
w 12 13
L
z2
o
Q
E Dimension (mm) Dimension (mm)
24 Order Number T8090 § Order Number T8090
g e loen| 1 [z | o [am] el EEY I N I )
HO3 0100 5 5xD 65 80 50 3 . HO3 0180 5 5xD "7 132 55 3 .
§ HO3 0100 8 8xD 95 1.0 50 3 ] HO3 0180 8 8xD 171 18.6 60 3 ]
@ HO3 0100 12 12xD 100 135 156.0 55 3 . HO3 0180 12 12xD 180 243 258 65 3 .
a HO3 0100 20 20xD ! 215 230 65 3 L HO3 0180 20 20xD : 387 40.2 75 3 .
HO3 0100 25 25xD 265 28.0 70 3 ] HO3 0180 25 256xD 477 492 20 3 .
HO3 0100 30 30xD 315 330 75 3 . HO3 0180 30 30xD 56.7 582 100 3 .
u.’ HO3 0100 5 5xD 72 87 50 3 ] HO3 0190 5 5xD 124 139 65 3 ]
g HO3 0100 8 8xD 105 12.0 50 3 o HO3 0190 8 8xD 181 196 60 3 .
HO3 0100 12 12xD 110 149 164 55 3 ® HO3 0190 12 12xD 190 257 272 65 3 ®
HO3 0100 20 20xD : 237 252 65 3 o HO3 0190 20 20xD : 409 424 75 3 o
HO3 0100 25 25xD 292 307 70 3 . HO3 0190 25 25xD 504 519 20 3 o
HO3 0100 30 30xD 347 36.2 75 3 o HO3 0190 30 30xD 599 614 100 3 o
HO3 0120 5 5xD 78 93 50 3 . HO3 0200 5 5xD 13.0 16.0 55 3 .
HO3 0120 8 8xD 14 129 50 3 4 HO3 0200 8 8xD 19.0 220 60 3 .
HO3 0120 12 12xD 120 16.2 177 55 3 ] HO3 0200 12 12xD 200 270 300 65 3 .
HO3 0120 20 20xD 258 273 65 3 . HO3 0200 20 20xD 430 460 82 3 .
5 HO3 0120 25 25xD 31.8 333 75 3 ] HO3 0200 25 256xD 53.0 56.0 90 3 ]
x HO3 0120 30 30xD 378 39.3 75 3 . HO3 0200 30 30xD 63.0 66.0 100 3 .
a HO3 0130 6 5xD 85 100 50 3 . HO3 0210 6 5xD 137 16.9 55 3 .
HO3 0130 8 8xD 124 139 50 3 o HO3 0210 8 8xD 20.0 232 60 3 .
" HO3 0130 12 12xD 130 176 191 55 3 . HO3 0210 12 12xD 210 284 316 65 3 °
7} HO3 0130 20 20xD i 28.0 295 65 3 ] HO03 021020 = 20xD : 452 484 82 3 o
3 HO3 0130 25 25xD 345 36.0 75 3 . HO3 0210 25 25xD 557 588 100 3 .
@ HO3 0130 30 30xD 410 425 85 3 . HO3 0210 30 30xD 66.2 69.3 10 3 i
=] HO3 0140 5 5xD 91 106 50 3 . HO3 0220 5 5xD 14.3 176 55 3 .
HO3 0140 8 8xD 133 14.8 50 3 . HO3 0220 8 8xD 209 242 60 3 .
HO3 0140 12 12xD 140 18.9 204 55 3 ] HO3 0220 12 12xD 2920 297 33.0 65 3 ]
8 HO3 0140 20 20xD ’ 3041 316 65 3 . HO3 0220 20 20xD " 473 506 82 3 .
[~4 HO3 0140 25 25xD 371 386 75 3 ° HO3 0220 25 25xD 58.3 616 100 3 ]
a HO3 0140 30 30xD 441 456 85 3 . HO3 0220 30 30xD 69.3 726 10 3 .
HO3 0150 5 5xD 9.8 1.3 50 3 ° HO3 0230 5 5xD 15.0 185 55 3 °
HO3 0150 8 8xD 14.3 16.8 50 3 ] HO3 0230 8 8xD 219 254 60 3 ]
HO3 0150 12 12xD 150 203 218 55 3 . HO3 0230 12 12xD 230 311 346 65 3 .
HO3 0150 20 20xD : 323 338 75 3 . HO3 0230 20 20xD - 495 53.0 100 3 o
HO3 0150 25 25xD 39.8 413 80 3 ] HO3 0230 25 256xD 610 644 100 3 .
HO3 0150 30 30xD 473 488 85 3 . HO3 0230 30 30xD 725 759 10 3 .
HO3 0160 5 5xD 104 1.9 50 3 ] HO3 0240 5 5xD 15.6 19.2 65 3 .
HO3 0160 8 8xD 16.2 16.7 50 3 . HO3 0240 8 8xD 2238 264 60 3 .
HO3 0160 12 12xD 160 216 231 65 3 . HO3 0240 12 12xD 240 324 36.0 75 3 .
HO3 0160 20 20xD : 344 3569 75 3 . HO3 0240 20 20xD . 516 562 100 3 .
HO3 0160 25 25xD 424 439 80 3 ° HO3 0240 25 25xD 63.6 672 100 3 °
HO3 0160 30 30xD 504 519 90 3 ] HO03 024030 = 30xD 756 79.2 120 3 .
HO3 0170 5 5xD i 126 55 3 . HO3 0250 5 5xD 16.3 201 55 3 .
HO3 0170 8 8xD 16.2 177 60 3 ] HO3 0250 8 8xD 238 276 60 3 ]
HO3 0170 12 12xD 170 230 245 65 3 . HO3 0250 12 12xD 250 338 376 75 3 .
HO3 0170 20 20xD 36.6 381 75 3 o HO3 0250 20 20xD 538 576 100 3 .
HO3 0170 25 25xD 451 466 80 3 o HO3 025025 « 256xD 66.3 700 10 3 ]
HO3 0170 30 30xD 536 551 920 3 o HO3 0250 30 30xD 788 825 120 3 .
* - DIN 6535 cont'd »

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | #4 B2

Cutting Parameter

NN N N NN NGEN o | (Poz. [Pos| wor  wmo: (NG [SOEN S0SN | wot (o NN EEE @ -
[ ] [ [ ] [ [ ] [ [ [ ] [
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HO3 XHPMT

DR MINI OIL FEED MINIATURE TWIST DRILLS - 135° POINT ANGLE - 5 X @, 8X @, 12 X @, 15X @, 20X @, 25X @, 30X @

== VHM DR MINI Kihlkanalbohrer nach 135° Spitzenwinkel, Schaft nach DIN 6535HA 5 x @, 8x @,
212 x @, 15x @, 20x G, 25x G, 30x T %
l ' Punte elicoidali DR MINI, con foro di lubrificazione, angolo di punta 135° codolo DIN 6535HA- MG A= 30° %
5 x @, 8x @,12 x @, 16x @, 20x B, 25x @, 30x @ 9
. l Forets hélicoidaux DR MINI a trous d'huile angle de pointe 135° queue selon DIN 65635HA- 5 x
3, 8x 9,12 x @, 15x @, 20x @, 25x J, 30x D
“ BAERSE DRMINI &5 RILFLEEK-HHETF27), #ERTEDING6535HA, TRA135°5x @, 8x 9, 12 X G, g
15x @, 20X @, 25x @, 30x @ z
c
HO3 PN
g \
A . R
D_I 135° ) _1d2 5 P
H | (=
- 12 , 13 '
L ! N\ /
72
(=)
o
Dimension (mm) Dimension (mm) %
Order Number T8090 § Order Number T8090 o
Rl Y I A IO ) e loen| 1 [ 12 | o [am] °
HO3 0260 5 5xD 16.9 208 55 3 .
HO3 0260 8 8xD 24.7 286 60 3 . g
HO3 0260 12 12xD 351 390 75 3 .
260 s
HO3 0260 20 20xD 559 59.8 100 3 o >
HO3 0260 25 25xD 68.9 728 10 3 .
HO3 0260 30 30xD 819 868 120 3 .
HO3 0270 5 5xD 176 217 55 3 ] g
HO3 0270 8 8xD 257 298 60 3 . ¢',,
HO3 0270 12 12xD 270 365 406 75 3 ®
HO3 0270 20 20xD : 581 622 100 3 .
HO3 0270 25 25xD 716 756 110 3 .
HO3 0270 30 30xD 851 891 130 3 ]
HO3 0280 5 5xD 18.2 224 55 3 .
HO3 0280 8 8xD 266 308 60 3 .
HO3 0280 12 12xD 280 378 420 75 3 .
HO3 0280 20 20xD i 60.2 644 100 3 .
HO3 0280 25 25xD 74.2 784 10 3 ] :U:
HO3 0280 30 30xD 882 924 130 3 . -
HO3 0290 5 5xD 89 | 233 55 3 . x
HO3 0290 8 8xD 276 320 60 3 .
HO3 0290 12 12xD 290 39.2 436 75 3 ° o
HO3 0290 20 20xD i 614 65.8 100 3 ] o
HO3 0290 25 25xD 76.9 812 120 3 O »
HO3 0290 30 30xD 9l4 957 130 3 . A
HO3 0300 5 5xD 195 240 55 3 . @
HO3 0300 8 8xD 285 330 60 3 .
HO3 0300 12 12xD 300 405 450 76 3 ]
HO3 0300 20 20xD : 645 69.0 100 3 . g
HO3 0300 25 25xD 795 840 120 3 . o
HO3 0300 30 30xD 945 99.0 130 3 . ©

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | #4 B E 2

Cutting Parameter

NN N NN NG NGEN o [Poz [Pos| wor oz (NG NSOEN SGSN | wot [woo NN IEGEN
[ [ ] [ [ ] [ [ ] [ [ ] [ [ ] [ [ ]
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DR VA DR NiTiCo EZ LINE - DR ALU NC SPOT

DR-S

DR 45 SB DR-LX

DR 60

DRILL

Recommended Cutting Data

Note: These recommended cutting data indicators are just for reference. They should be adjusted according to the different cutting condition

DR Mini Oil Feed Twist Drill - Point Angle 135°,5x D, 8 x D - HO3

XHPMT

Working Material
Wrought Aluminium Cast Aluminium Copper Alloy Grey Cast Iron Ductile Cast Iron Titanium alloy
Properties Si<9% Si2 9% = = = =
D Ve fn Ve fn Ve fn Ve fn Ve fn Ve fn
10 0017 0018 0016 0018 0016 0013
15 0026 0026 0024 0027 0024 0019
20 145 0035 125 0035 1156 0032 85 0035 65 0.032 30 0025
25 0.043 0044 0.040 0.044 0.040 0031
30 0052 0053 0.049 0053 0.048 0.038

DR Mini Oil Feed Twist Drill - Point Angle 135°,5x D, 8 x D - HO3

Working Material P _
Carbon Steel Alloy Steel Prehardened Steel Stainless Steel Stainless Steel Nickel Alloy

Properties - 520 < Rm <1200 35 < HRC < 45 High Machinability Low Machinability =

D Ve fn Ve fn Ve fn Ve fn Ve fn Ve fn

10 0017 0016 0014 0.015 0014 0.009

15 0026 0024 0022 0022 0021 0016

20 90 0035 80 0.031 65 0029 60 0029 40 0.028 20 0025

25 0.043 0.039 0.036 0036 0035 0.035

30 0052 0047 0.043 0044 0.042 0.045

DR Mini Oil Feed Twist Drill - Point Angle 135°,12 x D, 20 x D - HO3

Working Material
Wrought Aluminium Cast Aluminium Copper Alloy Grey Cast Iron Ductile Cast Iron Titanium alloy
Properties Si<9% Si2 9% = = = =
D Ve fn Ve fn Ve fn Ve fn Ve fn Ve fn
10 0016 0016 00156 0014 0014 0.010
15 0025 0024 0.022 0.021 0.021 0016
20 130 0.033 115 0032 105 0029 80 0028 55 0028 30 0.021
25 0041 0.039 0037 0035 0035 0026
30 0.049 0.047 0.044 0042 0042 0031

DR Mini Oil Feed Twist Drill - Point Angle 135°,12 x D, 20 x D - HO3

Working Material P _
Carbon Steel Alloy Steel Prehardened Steel Stainless Steel Stainless Steel Nickel Alloy

Properties - 520 < Rm <1200 35 < HRC < 45 High Machinability Low Machinability -

D Ve fn Ve fn Ve fn Ve fn Ve fn Ve fn

10 0014 0014 0010 0010 0.009 0.010

15 0.021 0020 0015 0015 0014 0016

20 85 0028 65 0027 55 0020 50 0020 40 0.019 15 0025

25 0035 0.034 0025 0025 0024 0.035

30 0042 0041 0.031 0.030 0028 0044
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Recommended Cutting Data XHPMT

Note: These recommended cutting data indicators are just for reference. They should be adjusted according to the different cutting condition

(2]
(2]
e
=
DR Mini Oil Feed Twist Drill - Point Angle 135°, 25 x D, 30 x D - HO3
(=]
X
Working Material ?3
Wrought Aluminium Cast Aluminium Copper Alloy Grey Cast Iron Ductile Cast Iron Titanium alloy (=
Properties Si<9% Si> 9% = = = =
D Ve fn Ve fn Ve fn Ve fn Ve fn Ve fn m
10 0014 0014 0.012 0010 0.013 0.006 5 [
15 0.021 0.021 0018 0015 0019 0009 = r%l
1
20 125 0028 105 0027 95 0024 75 0020 50 0.025 30 0013
25 0035 0.034 0.030 0.025 0.031 0015
30 0042 0.041 0.036 0.030 0037 0019 E’:
r4
=
(2]
-]
DR Mini Oil Feed Twist Drill - Point Angle 135°, 25 x D, 30 x D - HO3 2
5
P M =R
Working Material
Carbon Steel Alloy Steel Prehardened Steel Stainless Steel Stainless Steel Nickel Alloy o
Properties - 520 <Rm <1200 35 < HRC < 45 High Machinability Low Machinability = z
D Ve fn Ve fn Ve fn Ve fn Ve fn Ve fn
10 0010 0.0t 0.008 0.007 0.007 0.008
15 00156 0016 0.0t 0010 [oXo}} 0013
20 80 0020 60 0.022 50 0.0156 45 0014 35 0014 15 0.021
25 0025 0027 0.019 0017 0.018 0.030
30 0.031 0033 0.022 0.021 0021 0.038
o
P
ol
x
o
X
'y
ol
(2]
w
=]
x
2}
(=]
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