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TRISTAR
DRILL SERIES



Your manufacturing success is our success.

It’s simple. We want to provide high-quality cutting tool products that help 
deliver unparalleled performance and control for you to manufacture precisely 
perfect products every day.

Our long heritage of building partnerships through cutting tool solutions to 
metal working manufacturers, like yours, has given Mitsubishi Materials USA 
a solid reputation as an industry leader. We understand the importance of 
getting it right the fi rst time by delivering high-quality cutting tool product brands 
to help overcome machining challenges to improve machining processes.

Your success is our success and is the driving force behind our innovative 
products. Our product brands, DIAEDGE and MOLDINO, are trusted 
globally in the metal manufacturing and die & mold industries for delivering 
expertly-designed manufactured tools of the trade for highly specialized 
industries like yours.

With the acquisition of MOLDINO Tool Engineering, Ltd, our traditional 
Mitsubishi Materials USA cutting tool product line is now sold under the 
DIAEDGE product brand name.

Brands you can trust:

ABOUT OUR BRAND



DVAS

0%

50%

100%

150%

DVAS DVAS

UP

DVAS

C u t t i n g  T i m e

/ h o l e
8 s

* B y C G  i m a g e

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e ri a l  :  A I S I  4 14 0 
T o o l  :  D C = ø .0394  i n ch ,  L / D =2 0
C u t t i n g  S p e e d  :  vc=  2 30 S F M
F e e d  p e r  R e v . :  f r =  .0016 I P R  

" De e p  h o l e  d r i l l i n g  i s  
u s u a l l y  a  s l o w  p r o c e s s . "

D e e p  h o l e s ca n  b e  
d r i l l e d  q u i ckl y a n d  
effi  ciently.

T o o l  l i f e  e xce e d s a l l  
n o r m a l  e xp e ct a t i o n s.

S t r a i g h t e r  h o l e s  a n d  
i m p r o v e d  d i m e n s i o n a l  
a c c u r a c y .

" B r e a k a g e s ,  s h o r t  t o o l  l i f e  
a n d  l a c k  o f  c o o l a n t  c a n  
b e  c o m m o n . "

" H o l e s  c a n  w a n d e r  
c o n s i d e r a b l y  a n d  h a v e  p o o r  
p o s i t i o n i n g . "

M i t s u b i s h i  M a t e r i a l s  N e w  Dr i l l  S e r i e s

High Effi  ciency - Long Tool Life - High Precision

FAST RELIABLE ACCURATE

Dr i l l  S e r i e sTRISTAR

TRISTAR, a new generation drill series from Mitsubishi Materials provides 3 
s t r o n g  a d v a n t a g e s .

The fi rst of the TRISTAR series is a small diameter drill with "Five New 
Technologies" features for FAST, RELIABLE and ACCURATE drilling. 
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S o l i d  Ca r b i d e  Dr i l l
TRISTAR Dr i l l  S e r i e s

FAST, RELIABLE and ACCURATE.
New standards enabled by the "Five New Technologies"

A d v a n c e d  Co o l a n t  H o l e

N e w  Co a t e d  G r a d e   DP1120

New XR Point Thinning

Tough and Sharp Cutting Edge Design

U n i q u e  R i g i d  F o r m
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M i n i  S i ze 1.0m m  –  2 .9m m  ( .0394 ”  –  .114 2 ” )
L / D  =  2  –  50
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< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l  :  A I S I  4 14 0 
T o o l  :  D C = ø .0787 i n ch ,  L / D = 2 0
C u t t i n g  S p e e d  :  vc=  165 S F M
F e e d  p e r  R e v . :  f r= .002 4  I P R
C u t t i n g  M o d e  :  W e t  C u t t i n g
    W a t e r -s o l u b l e  C o o l a n t s ,  2 M P a

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l  :  A I S I  4 14 0 
T o o l  :  D C = ø .0787 i n ch ,  L / D = 2 0
C u t t i n g  S p e e d  :  vc=  165 S F M
F e e d  p e r  R e v . :  f r= .002 4  I P R
C u t t i n g  M o d e  :  W e t  C u t t i n g
    W a t e r -s o l u b l e  C o o l a n t s ,  2 M P a

D r i l l  :  D C = ø .0787 i n c h ,  L / D = 2 0
C o o l a n t  :  W a t e r -s o l u b l e  C o o l a n t s

Mitsubishi Materials unique coolant holes with TRI-Cooling Technology.

Large coolant holes reduce tool damage due to the improved cooling 
eff ect thereby greatly improving tool life.

T R I -C o o l i n g  i s o p t i m a l  f o r  sm a l l -d i a m e t e r  d r i l l s a n d  ca n  a ch i e ve  m o r e  t h a n  d o u b l e  t h e  
c o n ve n t i o n a l  co o l a n t  d i sch a r g e  vo l u m e . T h i s ca n  d r a m a t i ca l l y i m p r o ve  ch i p  d i sch a r g e  a n d  h e a t  
d i ssi p a t i o n ,  co n t r i b u t i n g  g r e a t l y t o  t o o l  l i f e  st a b i l i t y .

Increased coolant fl ow provides eff ective cooling even in diffi  cult applications or when using an 
oil based cutting fl uid.
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C o n ve n t i o n a l

C
oo

la
nt

 F
lo

w
 R

at
e 

(g
/m

in
)

Comparison Coolant Flow Rate

Coolant Flow Speed Simulation

C o n ve n t i o n a l
V e l o ci t y( m p h )

4  t i m e s

Tough, sharp, cutting-edge design.

New XR point thinning, reduces cutting load and optimises chip fl ow.

T h e  st r a i g h t  cu t t i n g  e d g e  a n d  t h i n n e d  p o i n t  a r e  co n n e ct e d  
with a smoothly curved geometry that signifi cantly improves 
f r a ct u r e  r e si st a n ce . T h e  g e o m e t r y o f  t h e  r a ke  a n g l e s a n d  
lands also improves wear and chip disposal.

The new point thinning breaks chips into the optimum shape for streamlined fl ow and achieves 
a much lower cutting resistance.

T h e  R  sh a p e d  sp a ce  cr e a t e d  b y t h e  
p o i n t  t h i n n i n g  f o r m s co m p a ct  ch i p s t h a t  
aids chip fl ow.

C r e a t e s l a r g e r ch i p s t h a t  cr e a t e s a  
lower rate of chip fl ow and causes chip 
cl o g g i n g .

C o n ve n t i o n a l

C o n ve n t i o n a l

Large crater wear and fracture of 
t h e  o u t e r  e d g e .
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< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l  :  A I S I  4 14 0 
T o o l  :  D C = ø .0787 i n ch ,  L / D = 7
C u t t i n g  S p e e d  :  vc=  2 30 S F M
F e e d  p e r  R e v . :  f r =  .0031 i n ch
H o l e  D e p t h  :  .394  i n ch
C u t t i n g  M o d e  :  W e t  C u t t i n g ,  W a t e r -s o l u b l e  C o o l a n t s ,  5M P a
    H y d r o  C h u c k
N u m b e r  o f  H o l e s :  100 h o l e s

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l  :  A I S I  4 14 0 
T o o l  :  P i l o t  D r i l l  D C = ø .0787 i n ch ,  L / D =2

  L o n g  D r i l l  D C = ø .0787 i n ch ,  L / D =2 0
C u t t i n g  S p e e d  :  vc=  2 30 S F M
F e e d  p e r  R e v . :  f r= .002 8 I P R
C u t t i n g  M o d e  :  W e t  C u t t i n g ,  W a t e r -s o l u b l e  C o o l a n t s ,  2 M P a
N u m b e r  o f  H o l e s :  100 h o l e s

< C u t t i n g  C o n d i t i o n s>
T o o l  :  D C = ø .0787 i n ch ,  L / D = 2 0
C u t t i n g  S p e e d  :  vc= 165 S F M
F e e d  p e r  R e v . :  f r =  .002 4  i n ch
C u t t i n g  M o d e  :  W e t  C u t t i n g ,  

  W a t e r -s o l u b l e  C o o l a n t s ,  2 M P a
N u m b e r  o f  H o l e s  :  500 h o l e s

Unique form that is Tough and Rigid A p p l i e s t o  L / D = 2 ,  7,  12

T h e  s h o r t  d r i l l  i s  d e s i g n e d  f o r  h i g h  r i g i d i t y  a n d  g o o d  c h i p  e v a c u a t i o n  b y  m i n i m i z i n g  t h e  n e c k  l e n g t h .
A  c h i p  d i s c h a r g e  a r e a  i s  p r o v i d e d  o v e r  t h e  t a p e r  p a r t ,  i n c r e a s i n g  t h e  t o o l  r i g i d i t y  b y  2 0%  m o r e  t h a n  
the conventional model as well as improving the hole position accuracy.

C o n ve n t i o n a l

S a m e  m a xi m u m  u sa b l e  l e n g t h .

Comparison of Tool Rigidity

Co m p a r i s o n  o f  S t r a i g h t n e s s
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< A n a l ysi s C o n d i t i o n s>
A n a l ysi s M o d e l  :  D C = ø .0787 i n ch ,  L / D = 7
O ve r a l l  L e n g t h  :  2 .362  i n ch
C o n st r a i n e d  :  S h a n k t i p  r a n g e  o f  0-1.181 i n ch
L o a d  :  D i st r i b u t e d  l o a d  o f  14 0N  i n  Z  a xi s d i r e ct i o n .

Enlarged view of the fl ute surface.
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De e p  H o l e  M a c h i n i n g  E xa m p l e

N e w  Co a t e d  G r a d e  DP1120

F o r  d e e p  h o l e s ,  a  D V A S  p i l o t  d r i l l  i s  r e c o m m e n d e d  t o  i m p r o v e  p r e c i s i o n  o f  h o l e  e n t r y  a n d  
co n t r o l  d e vi a t i o n  o f  e xi t  h o l e .

DP1120 grade combines an ultra-multilayer PVD coating specifi cally developed for drills 
combined with a micro-grain, ultra-hard substrate to provide outstanding smoothness that 
ca n  su p p r e ss ch i p  p a cki n g  a n d  p r e ve n t  f r a ct u r e . A d d i t i o n a l l y ,  e xce l l e n t  a b r a si o n  r e si st a n ce  
a n d  f r a ct u r e  r e si st a n ce  h e l p s i n  m a i n t a i n i n g  cu t t i n g  e d g e  sh a r p n e ss f o r  l o n g  p e r i o d s o f  t i m e ,  
e xt e n d i n g  t h e  t o o l  l i f e .

C o n v . A

E n t r a n ce -h o l e

E xi t -h o l e

C o n v . B C o n v . C

E n t r a n ce -h o l e E n t r a n ce -h o l e

E xi t -h o l e

E xi t -h o l e

C o n ve n t i o n a l C o n ve n t i o n a l Large crater wear

1 8 %  
s u p p r e s s i o n E n t r a n ce -h o l e



10 11

DC

L / D
LU LUX LCF LH OAL LF PL DCO N

D
P1

12
0

1.0 .0394

2 i n t . DVAS0100X02S040 a 2 .2 .087 3.2 .12 6 8.6 .339 8.8 .34 6 50 1.969 4 9.8 1.961 0.2 .008 4 .157 1
7 i n t . DVAS0100X07S040 a 7.2 .2 83 8.2 .32 3 13.6 .535 13.8 .54 3 55 2 .165 54 .8 2 .157 0.2 .008 4 .157 2

12 i n t . DVAS0100X12S040 a 12 .2 .4 80 13.2 .52 0 18.6 .732 18.8 .74 0 58 2 .2 83 57.8 2 .2 76 0.2 .008 4 .157 2
2 0 i n t . DVAS0100X20S040 a 2 0.2 .795 – – 2 3.2 .913 2 8.8 1.134 67 2 .638 66.8 2 .630 0.2 .008 4 .157 3
2 5 i n t . DVAS0100X25S040 a 2 5.2 .992 – – 2 8.2 1.110 33.8 1.331 73 2 .874 72 .8 2 .866 0.2 .008 4 .157 3
30 i n t . DVAS0100X30S040 a 30.2 1.189 – – 33.2 1.307 38.8 1.52 8 79 3.110 78.8 3.102 0.2 .008 4 .157 3
4 0 i n t . DVAS0100X40S040 a 4 0.2 1.583 – – 4 3.2 1.701 4 8.8 1.92 1 90 3.54 3 89.8 3.535 0.2 .008 4 .157 3
50 i n t . DVAS0100X50S040 a 50.2 1.976 – – 53.2 2 .094 58.8 2 .315 102 4 .016 101.8 4 .008 0.2 .008 4 .157 3

1 . 1 .0433

2 i n t . DVAS0110X02S040 a 2 .4 .094 3.5 .138 9 .354 8.9 .350 50 1.969 4 9.8 1.961 0.2 .008 4 .157 1
7 i n t . DVAS0110X07S040 a 7.9 .311 9.1 .358 14 .5 .571 14 .4 .567 55 2 .165 54 .8 2 .157 0.2 .008 4 .157 2

12 i n t . DVAS0110X12S040 a 13.4 .52 8 14 .6 .575 2 0 .787 19.9 .783 58 2 .2 83 57.8 2 .2 76 0.2 .008 4 .157 2
2 0 i n t . DVAS0110X20S040 a 2 2 .2 .874 – – 2 5.5 1.004 30.9 1.2 17 67 2 .638 66.8 2 .630 0.2 .008 4 .157 3
2 5 i n t . DVAS0110X25S040 a 2 7.7 1.091 – – 31 1.2 2 0 36.4 1.4 33 73 2 .874 72 .8 2 .866 0.2 .008 4 .157 3
30 i n t . DVAS0110X30S040 a 33.2 1.307 – – 36.5 1.4 37 4 1.9 1.650 79 3.110 78.8 3.102 0.2 .008 4 .157 3
4 0 i n t . DVAS0110X40S040 a 4 4 .2 1.74 0 – – 4 7.5 1.870 52 .9 2 .083 90 3.54 3 89.8 3.535 0.2 .008 4 .157 3

1 . 2 .0472

2 i n t . DVAS0120X02S040 a 2 .6 .102 3.9 .154 9.4 .370 9 .354 50 1.969 4 9.8 1.961 0.2 .008 4 .157 1
7 i n t . DVAS0120X07S040 a 8.6 .339 9.9 .390 15.4 .606 15 .591 55 2 .165 54 .8 2 .157 0.2 .008 4 .157 2

12 i n t . DVAS0120X12S040 a 14 .6 .575 15.9 .62 6 2 1.4 .84 3 2 1 .82 7 60 2 .362 59.8 2 .354 0.2 .008 4 .157 2
2 0 i n t . DVAS0120X20S040 a 2 4 .2 .953 – – 2 7.8 1.094 33 1.2 99 71 2 .795 70.8 2 .787 0.2 .008 4 .157 3
2 5 i n t . DVAS0120X25S040 a 30.2 1.189 – – 33.8 1.331 39 1.535 77 3.031 76.8 3.02 4 0.2 .008 4 .157 3
30 i n t . DVAS0120X30S040 a 36.2 1.4 2 5 – – 39.8 1.567 4 5 1.772 84 3.307 83.8 3.2 99 0.2 .008 4 .157 3
4 0 i n t . DVAS0120X40S040 a 4 8.2 1.898 – – 51.8 2 .039 57 2 .2 4 4 97 3.819 96.8 3.811 0.2 .008 4 .157 3
50 i n t . DVAS0120X50S040 a 60.2 2 .370 – – 63.8 2 .512 69 2 .717 110 4 .331 109.8 4 .32 3 0.2 .008 4 .157 3

P M K N S

( L / D )

DVAS…X02 &.0394 "
─&.114 2 " .0039" 2 0 2 e e u u e

DVAS…X07 &.0394 "
─&.114 2 " .0039" 2 0 7 e e u u e

DV A S …X 1 2 &.0394 "
─&.114 2 " .0039" 2 0 12 e e u u e

DVAS…X20 &.0394 "
─&.114 2 " .0039" 2 0 2 0 e e u u e

DVAS…X25 &.0394 "
─&.114 2 " .0039" 2 0 2 5 e e u u e

DVAS…X30 &.0394 "
─&.114 2 " .0039" 2 0 30 e e u u e

DVAS…X40 &.0394 "
─&.114 2 " .0039" 2 0 4 0 e e u u e

DVAS…X50 &.0394 "
─&.0984 " .0197" 6 50 e e u u e

DV A S 0100 X50 S040
L / D = 50
L / D = 2

DV A : S  : 0100 | & .0394 "
02 90 | & .114 2 "

S040  :X50 :
X02 :

L/D
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L / D = 2 L / D > 2

Solid Carbide TRISTAR Drill Series
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P i l o t  d r i l l  e t c.

IDENTIFICATION

DRILL SELECTION CHART 

A p p l i c a t i o n s
G e n e r a l -p u r p o se

Co o l a n t Di a m e t e r
I n t e r n a l  C o o l a n t S h a n k  D i a m e t e r  .158"

Type of Shank

TRISTAR Drills
M i n i  S i ze

T yp e 1

I n t e r n a l  C o o l a n t

T yp e 2

T yp e 3

C u t t i n g  D i a m e t e r
U sa b l e  L e n g t h
M a x.  U sa b l e  L e n g t h

L e n g t h  C h i p  F l u t e
N e ck L e n g t h
O ve r a l l  L e n g t h

F u n ct i o n a l  L e n g t h
P o i n t  L e n g t h
C o n n e ct i o n  D i a m e t e r



12 13

DC

L / D
LU LUX LCF LH OAL LF PL DCO N

D
P1

12
0

1.3 .0512

2 i n t . DVAS0130X02S040 a 2 .8 .110 4 .2 .165 9.9 .390 9.2 .362 50 1.969 4 9.8 1.961 0.2 .008 4 .157 1
7 i n t . DVAS0130X07S040 a 9.3 .366 10.7 .4 2 1 16.4 .64 6 15.7 .618 55 2 .165 54 .8 2 .157 0.2 .008 4 .157 2

12 i n t . DVAS0130X12S040 a 15.8 .62 2 17.2 .677 2 2 .9 .902 2 2 .2 .874 60 2 .362 59.8 2 .354 0.2 .008 4 .157 2
2 0 i n t . DVAS0130X20S040 a 2 6.2 1.031 – – 30.1 1.185 35.2 1.386 71 2 .795 70.8 2 .787 0.2 .008 4 .157 3
2 5 i n t . DVAS0130X25S040 a 32 .7 1.2 87 – – 36.6 1.4 4 1 4 1.7 1.64 2 77 3.031 76.8 3.02 4 0.2 .008 4 .157 3
30 i n t . DVAS0130X30S040 a 39.2 1.54 3 – – 4 3.1 1.697 4 8.2 1.898 84 3.307 83.8 3.2 99 0.2 .008 4 .157 3
4 0 i n t . DVAS0130X40S040 a 52 .2 2 .055 – – 56.1 2 .2 09 61.2 2 .4 09 97 3.819 96.8 3.811 0.2 .008 4 .157 3
50 i n t . DVAS0130X50S040 a 65.2 2 .567 – – 69.1 2 .72 0 74 .2 2 .92 1 110 4 .331 109.8 4 .32 3 0.2 .008 4 .157 3

1 . 4 .0551

2 i n t . DVAS0140X02S040 a 3 .118 4 .5 .177 10.3 .4 06 9.3 .366 50 1.969 4 9.8 1.961 0.2 .008 4 .157 1
7 i n t . DVAS0140X07S040 a 10.1 .398 11.5 .4 53 17.3 .681 16.3 .64 2 55 2 .165 54 .7 2 .154 0.3 .012 4 .157 2

12 i n t . DVAS0140X12S040 a 17.1 .673 18.5 .72 8 2 4 .3 .957 2 3.3 .917 63 2 .4 80 62 .7 2 .4 69 0.3 .012 4 .157 2
2 0 i n t . DVAS0140X20S040 a 2 8.3 1.114 – – 32 .5 1.2 80 37.3 1.4 69 75 2 .953 74 .7 2 .94 1 0.3 .012 4 .157 3
2 5 i n t . DVAS0140X25S040 a 35.3 1.390 – – 39.5 1.555 4 4 .3 1.74 4 82 3.2 2 8 81.7 3.2 17 0.3 .012 4 .157 3
30 i n t . DVAS0140X30S040 a 4 2 .3 1.665 – – 4 6.5 1.831 51.3 2 .02 0 90 3.54 3 89.7 3.531 0.3 .012 4 .157 3
4 0 i n t . DVAS0140X40S040 a 56.3 2 .2 17 – – 60.5 2 .382 65.3 2 .571 105 4 .134 104 .7 4 .12 2 0.3 .012 4 .157 3

1.5 .0591 #1-64

2 i n t . DVAS0150X02S040 a 3.3 .130 4 .8 .189 10.7 .4 2 1 9.4 .370 50 1.969 4 9.7 1.957 0.3 .012 4 .157 1
7 i n t . DVAS0150X07S040 a 10.8 .4 2 5 12 .3 .4 84 18.2 .717 16.9 .665 55 2 .165 54 .7 2 .154 0.3 .012 4 .157 2

12 i n t . DVAS0150X12S040 a 18.3 .72 0 19.8 .780 2 5.7 1.012 2 4 .4 .961 63 2 .4 80 62 .7 2 .4 69 0.3 .012 4 .157 2
2 0 i n t . DVAS0150X20S040 a 30.3 1.193 – – 34 .8 1.370 39.4 1.551 75 2 .953 74 .7 2 .94 1 0.3 .012 4 .157 3
2 5 i n t . DVAS0150X25S040 a 37.8 1.4 88 – – 4 2 .3 1.665 4 6.9 1.84 6 82 3.2 2 8 81.7 3.2 17 0.3 .012 4 .157 3
30 i n t . DVAS0150X30S040 a 4 5.3 1.783 – – 4 9.8 1.961 54 .4 2 .14 2 90 3.54 3 89.7 3.531 0.3 .012 4 .157 3
4 0 i n t . DVAS0150X40S040 a 60.3 2 .374 – – 64 .8 2 .551 69.4 2 .732 105 4 .134 104 .7 4 .12 2 0.3 .012 4 .157 3
50 i n t . DVAS0150X50S040 a 75.3 2 .965 – – 79.8 3.14 2 84 .4 3.32 3 12 0 4 .72 4 119.7 4 .713 0.3 .012 4 .157 3

1.6 .0630

2 i n t . DVAS0160X02S040 a 3.5 .138 5.1 .2 01 11.1 .4 37 9.6 .378 50 1.969 4 9.7 1.957 0.3 .012 4 .157 1
7 i n t . DVAS0160X07S040 a 11.5 .4 53 13.1 .516 19.2 .756 17.6 .693 57 2 .2 4 4 56.7 2 .2 32 0.3 .012 4 .157 2

12 i n t . DVAS0160X12S040 a 19.5 .768 2 1.1 .831 2 7.2 1.071 2 5.6 1.008 66 2 .598 65.7 2 .587 0.3 .012 4 .157 2
2 0 i n t . DVAS0160X20S040 a 32 .3 1.2 72 – – 37.1 1.4 61 4 1.6 1.638 79 3.110 78.7 3.098 0.3 .012 4 .157 3
2 5 i n t . DVAS0160X25S040 a 4 0.3 1.587 – – 4 5.1 1.776 4 9.6 1.953 88 3.4 65 87.7 3.4 53 0.3 .012 4 .157 3
30 i n t . DVAS0160X30S040 a 4 8.3 1.902 – – 53.1 2 .091 57.6 2 .2 68 99 3.898 98.7 3.886 0.3 .012 4 .157 3
4 0 i n t . DVAS0160X40S040 a 64 .3 2 .531 – – 69.1 2 .72 0 73.6 2 .898 113 4 .4 4 9 112 .7 4 .4 37 0.3 .012 4 .157 3

1.7 .0669

2 i n t . DVAS0170X02S040 a 3.7 .14 6 5.5 .2 17 11.6 .4 57 9.7 .382 50 1.969 4 9.7 1.957 0.3 .012 4 .157 1
7 i n t . DVAS0170X07S040 a 12 .2 .4 80 14 .551 2 0.1 .791 18.2 .717 57 2 .2 4 4 56.7 2 .2 32 0.3 .012 4 .157 2

12 i n t . DVAS0170X12S040 a 2 0.7 .815 2 2 .5 .886 2 8.6 1.12 6 2 6.7 1.051 66 2 .598 65.7 2 .587 0.3 .012 4 .157 2
2 0 i n t . DVAS0170X20S040 a 34 .3 1.350 – – 39.4 1.551 4 3.7 1.72 0 79 3.110 78.7 3.098 0.3 .012 4 .157 3
2 5 i n t . DVAS0170X25S040 a 4 2 .8 1.685 – – 4 7.9 1.886 52 .2 2 .055 88 3.4 65 87.7 3.4 53 0.3 .012 4 .157 3
30 i n t . DVAS0170X30S040 a 51.3 2 .02 0 – – 56.4 2 .2 2 0 60.7 2 .390 99 3.898 98.7 3.886 0.3 .012 4 .157 3
4 0 i n t . DVAS0170X40S040 a 68.3 2 .689 – – 73.4 2 .890 77.7 3.059 113 4 .4 4 9 112 .7 4 .4 37 0.3 .012 4 .157 3

1 . 8 .0709

2 i n t . DVAS0180X02S040 a 3.9 .154 5.8 .2 2 8 12 .4 72 9.8 .386 50 1.969 4 9.7 1.957 0.3 .012 4 .157 1
7 i n t . DVAS0180X07S040 a 12 .9 .508 14 .8 .583 2 1 .82 7 18.8 .74 0 59 2 .32 3 58.7 2 .311 0.3 .012 4 .157 2

12 i n t . DVAS0180X12S040 a 2 1.9 .862 2 3.8 .937 30 1.181 2 7.8 1.094 69 2 .717 68.7 2 .705 0.3 .012 4 .157 2
2 0 i n t . DVAS0180X20S040 a 36.3 1.4 2 9 – – 4 1.7 1.64 2 4 5.8 1.803 84 3.307 83.7 3.2 95 0.3 .012 4 .157 3
2 5 i n t . DVAS0180X25S040 a 4 5.3 1.783 – – 50.7 1.996 54 .8 2 .157 94 3.701 93.7 3.689 0.3 .012 4 .157 3
30 i n t . DVAS0180X30S040 a 54 .3 2 .138 – – 59.7 2 .350 63.8 2 .512 104 4 .094 103.7 4 .083 0.3 .012 4 .157 3
4 0 i n t . DVAS0180X40S040 a 72 .3 2 .84 6 – – 77.7 3.059 81.8 3.2 2 0 12 3 4 .84 3 12 2 .7 4 .831 0.3 .012 4 .157 3

1.9 .0748

2 i n t . DVAS0190X02S040 a 4 .1 .161 6.1 .2 4 0 12 .4 .4 88 10 .394 50 1.969 4 9.7 1.957 0.3 .012 4 .157 1
7 i n t . DVAS0190X07S040 a 13.7 .539 15.6 .614 2 1.9 .862 19.5 .768 59 2 .32 3 58.6 2 .307 0.4 .016 4 .157 2

12 i n t . DVAS0190X12S040 a 2 3.2 .913 2 5.1 .988 31.4 1.2 36 2 9 1.14 2 69 2 .717 68.6 2 .701 0.4 .016 4 .157 2
2 0 i n t . DVAS0190X20S040 a 38.4 1.512 – – 4 4 .1 1.736 4 8 1.890 84 3.307 83.6 3.2 91 0.4 .016 4 .157 3
2 5 i n t . DVAS0190X25S040 a 4 7.9 1.886 – – 53.6 2 .110 57.5 2 .2 64 94 3.701 93.6 3.685 0.4 .016 4 .157 3
30 i n t . DVAS0190X30S040 a 57.4 2 .2 60 – – 63.1 2 .4 84 67 2 .638 104 4 .094 103.6 4 .079 0.4 .016 4 .157 3
4 0 i n t . DVAS0190X40S040 a 76.4 3.008 – – 82 .1 3.2 32 86 3.386 12 3 4 .84 3 12 2 .6 4 .82 7 0.4 .016 4 .157 3
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2.0 .0787 #3-48

2 i n t . DVAS0200X02S040 a 4 .4 .173 6.4 .2 52 12 .9 .508 10.1 .398 50 1.969 4 9.6 1.953 0.4 .016 4 .157 1
7 i n t . DVAS0200X07S040 a 14 .4 .567 16.4 .64 6 2 2 .9 .902 2 0.1 .791 62 2 .4 4 1 61.6 2 .4 2 5 0.4 .016 4 .157 2

12 i n t . DVAS0200X12S040 a 2 4 .4 .961 2 6.4 1.039 32 .9 1.2 95 30.1 1.185 73 2 .874 72 .6 2 .858 0.4 .016 4 .157 2
2 0 i n t . DVAS0200X20S040 a 4 0.4 1.591 – – 4 6.4 1.82 7 50.1 1.972 91 3.583 90.6 3.567 0.4 .016 4 .157 3
2 5 i n t . DVAS0200X25S040 a 50.4 1.984 – – 56.4 2 .2 2 0 60.1 2 .366 102 4 .016 101.6 4 .000 0.4 .016 4 .157 3
30 i n t . DVAS0200X30S040 a 60.4 2 .378 – – 66.4 2 .614 70.1 2 .760 113 4 .4 4 9 112 .6 4 .4 33 0.4 .016 4 .157 3
4 0 i n t . DVAS0200X40S040 a 80.4 3.165 – – 86.4 3.4 02 90.1 3.54 7 136 5.354 135.6 5.339 0.4 .016 4 .157 3
50 i n t . DVAS0200X50S040 a 100.4 3.953 – – 106.4 4 .189 110.1 4 .335 158 6.2 2 0 157.6 6.2 05 0.4 .016 4 .157 3

2 . 1 .0827

2 i n t . DVAS0210X02S040 a 4 .6 .181 6.7 .2 64 13.3 .52 4 10.2 .4 02 50 1.969 4 9.6 1.953 0.4 .016 4 .157 1
7 i n t . DVAS0210X07S040 a 15.1 .594 17.2 .677 2 3.8 .937 2 0.7 .815 62 2 .4 4 1 61.6 2 .4 2 5 0.4 .016 4 .157 2

12 i n t . DVAS0210X12S040 a 2 5.6 1.008 2 7.7 1.091 34 .3 1.350 31.2 1.2 2 8 73 2 .874 72 .6 2 .858 0.4 .016 4 .157 2
2 0 i n t . DVAS0210X20S040 a 4 2 .4 1.669 – – 4 8.7 1.917 52 .2 2 .055 91 3.583 90.6 3.567 0.4 .016 4 .157 3
2 5 i n t . DVAS0210X25S040 a 52 .9 2 .083 – – 59.2 2 .331 62 .7 2 .4 69 102 4 .016 101.6 4 .000 0.4 .016 4 .157 3
30 i n t . DVAS0210X30S040 a 63.4 2 .4 96 – – 69.7 2 .74 4 73.2 2 .882 113 4 .4 4 9 112 .6 4 .4 33 0.4 .016 4 .157 3
4 0 i n t . DVAS0210X40S040 a 84 .4 3.32 3 – – 90.7 3.571 94 .2 3.709 136 5.354 135.6 5.339 0.4 .016 4 .157 3

2 . 2 .0866

2 i n t . DVAS0220X02S040 a 4 .8 .189 7 .2 76 13.7 .539 10.3 .4 06 50 1.969 4 9.6 1.953 0.4 .016 4 .157 1
7 i n t . DVAS0220X07S040 a 15.8 .62 2 18.1 .713 2 4 .7 .972 2 1.4 .84 3 62 2 .4 4 1 61.6 2 .4 2 5 0.4 .016 4 .157 2

12 i n t . DVAS0220X12S040 a 2 6.8 1.055 2 9.1 1.14 6 35.7 1.4 06 32 .4 1.2 76 73 2 .874 72 .6 2 .858 0.4 .016 4 .157 2
2 0 i n t . DVAS0220X20S040 a 4 4 .4 1.74 8 – – 51 2 .008 54 .4 2 .14 2 91 3.583 90.6 3.567 0.4 .016 4 .157 3
2 5 i n t . DVAS0220X25S040 a 55.4 2 .181 – – 62 2 .4 4 1 65.4 2 .575 102 4 .016 101.6 4 .000 0.4 .016 4 .157 3
30 i n t . DVAS0220X30S040 a 66.4 2 .614 – – 73 2 .874 76.4 3.008 113 4 .4 4 9 112 .6 4 .4 33 0.4 .016 4 .157 3
4 0 i n t . DVAS0220X40S040 a 88.4 3.4 80 – – 95 3.74 0 98.4 3.874 136 5.354 135.6 5.339 0.4 .016 4 .157 3

2.3 .0906

2 i n t . DVAS0230X02S040 a 5 .197 7.4 .2 91 14 .1 .555 10.5 .4 13 55 2 .165 54 .6 2 .150 0.4 .016 4 .157 1
7 i n t . DVAS0230X07S040 a 16.5 .650 18.9 .74 4 2 5.7 1.012 2 2 .866 65 2 .559 64 .6 2 .54 3 0.4 .016 4 .157 2

12 i n t . DVAS0230X12S040 a 2 8 1.102 30.4 1.197 37.2 1.4 65 33.5 1.319 78 3.071 77.6 3.055 0.4 .016 4 .157 2
2 0 i n t . DVAS0230X20S040 a 4 6.4 1.82 7 – – 53.3 2 .098 56.5 2 .2 2 4 98 3.858 97.6 3.84 3 0.4 .016 4 .157 3
2 5 i n t . DVAS0230X25S040 a 57.9 2 .2 80 – – 64 .8 2 .551 68 2 .677 111 4 .370 110.6 4 .354 0.4 .016 4 .157 3
30 i n t . DVAS0230X30S040 a 69.4 2 .732 – – 76.3 3.004 79.5 3.130 12 4 4 .882 12 3.6 4 .866 0.4 .016 4 .157 3
4 0 i n t . DVAS0230X40S040 a 92 .4 3.638 – – 99.3 3.909 102 .5 4 .035 150 5.906 14 9.6 5.890 0.4 .016 4 .157 3

2 . 4 .0945

2 i n t . DVAS0240X02S040 a 5.2 .2 05 7.7 .303 14 .6 .575 10.6 .4 17 55 2 .165 54 .6 2 .150 0.4 .016 4 .157 1
7 i n t . DVAS0240X07S040 a 17.2 .677 19.7 .776 2 6.6 1.04 7 2 2 .6 .890 65 2 .559 64 .6 2 .54 3 0.4 .016 4 .157 2

12 i n t . DVAS0240X12S040 a 2 9.2 1.150 31.7 1.2 4 8 38.6 1.52 0 34 .6 1.362 78 3.071 77.6 3.055 0.4 .016 4 .157 2
2 0 i n t . DVAS0240X20S040 a 4 8.4 1.906 – – 55.6 2 .189 58.6 2 .307 98 3.858 97.6 3.84 3 0.4 .016 4 .157 3
2 5 i n t . DVAS0240X25S040 a 60.4 2 .378 – – 67.6 2 .661 70.6 2 .780 111 4 .370 110.6 4 .354 0.4 .016 4 .157 3
30 i n t . DVAS0240X30S040 a 72 .4 2 .850 – – 79.6 3.134 82 .6 3.2 52 12 4 4 .882 12 3.6 4 .866 0.4 .016 4 .157 3
4 0 i n t . DVAS0240X40S040 a 96.4 3.795 – – 103.6 4 .079 106.6 4 .197 150 5.906 14 9.6 5.890 0.4 .016 4 .157 3

2.5 .0984

2 i n t . DVAS0250X02S040 a 5.5 .2 17 8 .315 15 .591 10.7 .4 2 1 55 2 .165 54 .6 2 .150 0.4 .016 4 .157 1
7 i n t . DVAS0250X07S040 a 18 .709 2 0.5 .807 2 7.5 1.083 2 3.3 .917 65 2 .559 64 .5 2 .539 0.5 .02 0 4 .157 2

12 i n t . DVAS0250X12S040 a 30.5 1.2 01 33 1.2 99 4 0 1.575 35.8 1.4 09 78 3.071 77.5 3.051 0.5 .02 0 4 .157 2
2 0 i n t . DVAS0250X20S040 a 50.5 1.988 – – 58 2 .2 83 60.8 2 .394 98 3.858 97.5 3.839 0.5 .02 0 4 .157 3
2 5 i n t . DVAS0250X25S040 a 63 2 .4 80 – – 70.5 2 .776 73.3 2 .886 111 4 .370 110.5 4 .350 0.5 .02 0 4 .157 3
30 i n t . DVAS0250X30S040 a 75.5 2 .972 – – 83 3.2 68 85.8 3.378 12 4 4 .882 12 3.5 4 .862 0.5 .02 0 4 .157 3
4 0 i n t . DVAS0250X40S040 a 100.5 3.957 – – 108 4 .2 52 110.8 4 .362 150 5.906 14 9.5 5.886 0.5 .02 0 4 .157 3
50 i n t . DVAS0250X50S040 a 12 5.5 4 .94 1 – – 133 5.2 36 135.8 5.34 6 176 6.92 9 175.5 6.909 0.5 .02 0 4 .157 3
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2.6 .1024

2 i n t . DVAS0260X02S040 a 5.7 .2 2 4 8.3 .32 7 15.4 .606 10.9 .4 2 9 55 2 .165 54 .5 2 .14 6 0.5 .02 0 4 .157 1
7 i n t . DVAS0260X07S040 a 18.7 .736 2 1.3 .839 2 8.4 1.118 2 3.9 .94 1 65 2 .559 64 .5 2 .539 0.5 .02 0 4 .157 2

12 i n t . DVAS0260X12S040 a 31.7 1.2 4 8 34 .3 1.350 4 1.4 1.630 36.9 1.4 53 78 3.071 77.5 3.051 0.5 .02 0 4 .157 2
2 0 i n t . DVAS0260X20S040 a 52 .5 2 .067 – – 60.3 2 .374 62 .9 2 .4 76 98 3.858 97.5 3.839 0.5 .02 0 4 .157 3
2 5 i n t . DVAS0260X25S040 a 65.5 2 .579 – – 73.3 2 .886 75.9 2 .988 111 4 .370 110.5 4 .350 0.5 .02 0 4 .157 3
30 i n t . DVAS0260X30S040 a 78.5 3.091 – – 86.3 3.398 88.9 3.500 12 4 4 .882 12 3.5 4 .862 0.5 .02 0 4 .157 3
4 0 i n t . DVAS0260X40S040 a 104 .5 4 .114 – – 112 .3 4 .4 2 1 114 .9 4 .52 4 150 5.906 14 9.5 5.886 0.5 .02 0 4 .157 3

2.7 .1063 36 #6-32

2 i n t . DVAS0270X02S040 a 5.9 .2 32 8.6 .339 15.8 .62 2 11 .4 33 55 2 .165 54 .5 2 .14 6 0.5 .02 0 4 .157 1
7 i n t . DVAS0270X07S040 a 19.4 .764 2 2 .2 .874 2 9.4 1.157 2 4 .5 .965 68 2 .677 67.5 2 .657 0.5 .02 0 4 .157 2

12 i n t . DVAS0270X12S040 a 32 .9 1.2 95 35.7 1.4 06 4 2 .9 1.689 38 1.4 96 83 3.2 68 82 .5 3.2 4 8 0.5 .02 0 4 .157 2
2 0 i n t . DVAS0270X20S040 a 54 .5 2 .14 6 – – 62 .6 2 .4 65 65 2 .559 107 4 .2 13 106.5 4 .193 0.5 .02 0 4 .157 3
2 5 i n t . DVAS0270X25S040 a 68 2 .677 – – 76.1 2 .996 78.5 3.091 12 2 4 .803 12 1.5 4 .783 0.5 .02 0 4 .157 3
30 i n t . DVAS0270X30S040 a 81.5 3.2 09 – – 89.6 3.52 8 92 3.62 2 137 5.394 136.5 5.374 0.5 .02 0 4 .157 3
4 0 i n t . DVAS0270X40S040 a 108.5 4 .2 72 – – 116.6 4 .591 119 4 .685 167 6.575 166.5 6.555 0.5 .02 0 4 .157 3

2 . 8 .1102 35

2 i n t . DVAS0280X02S040 a 6.1 .2 4 0 8.9 .350 16.3 .64 2 11.1 .4 37 55 2 .165 54 .5 2 .14 6 0.5 .02 0 4 .157 1
7 i n t . DVAS0280X07S040 a 2 0.1 .791 2 3 .906 30.3 1.193 2 5.2 .992 68 2 .677 67.5 2 .657 0.5 .02 0 4 .157 2

12 i n t . DVAS0280X12S040 a 34 .1 1.34 3 37 1.4 57 4 4 .3 1.74 4 39.2 1.54 3 83 3.2 68 82 .5 3.2 4 8 0.5 .02 0 4 .157 2
2 0 i n t . DVAS0280X20S040 a 56.5 2 .2 2 4 – – 64 .9 2 .555 67.2 2 .64 6 107 4 .2 13 106.5 4 .193 0.5 .02 0 4 .157 3
2 5 i n t . DVAS0280X25S040 a 70.5 2 .776 – – 78.9 3.106 81.2 3.197 12 2 4 .803 12 1.5 4 .783 0.5 .02 0 4 .157 3
30 i n t . DVAS0280X30S040 a 84 .5 3.32 7 – – 92 .9 3.657 95.2 3.74 8 137 5.394 136.5 5.374 0.5 .02 0 4 .157 3
4 0 i n t . DVAS0280X40S040 a 112 .5 4 .4 2 9 – – 12 0.9 4 .760 12 3.2 4 .850 167 6.575 166.5 6.555 0.5 .02 0 4 .157 3

2.9 . 1 1 4 2

2 i n t . DVAS0290X02S040 a 6.3 .2 4 8 9.3 .366 16.7 .657 11.3 .4 4 5 55 2 .165 54 .5 2 .14 6 0.5 .02 0 4 .157 1
7 i n t . DVAS0290X07S040 a 2 0.8 .819 2 3.8 .937 31.2 1.2 2 8 2 5.8 1.016 68 2 .677 67.5 2 .657 0.5 .02 0 4 .157 2

12 i n t . DVAS0290X12S040 a 35.3 1.390 38.3 1.508 4 5.7 1.799 4 0.3 1.587 83 3.2 68 82 .5 3.2 4 8 0.5 .02 0 4 .157 2
2 0 i n t . DVAS0290X20S040 a 58.5 2 .303 – – 67.2 2 .64 6 69.3 2 .72 8 107 4 .2 13 106.5 4 .193 0.5 .02 0 4 .157 3
2 5 i n t . DVAS0290X25S040 a 73 2 .874 – – 81.7 3.2 17 83.8 3.2 99 12 2 4 .803 12 1.5 4 .783 0.5 .02 0 4 .157 3
30 i n t . DVAS0290X30S040 a 87.5 3.4 4 5 – – 96.2 3.787 98.3 3.870 137 5.394 136.5 5.374 0.5 .02 0 4 .157 3
4 0 i n t . DVAS0290X40S040 a 116.5 4 .587 – – 12 5.2 4 .92 9 12 7.3 5.012 167 6.575 166.5 6.555 0.5 .02 0 4 .157 3

DC =
LU =
LUX =

LCF =
LH =
OAL =

LF =
PL =
DCO N =

DVAS
DC

m m i n ch
1.0 .0394 2– 30 210(100─330) .0014(.0008─.0020) 195(65─330) .0010(.0004─.0016)
1.0 .0394 40, 50 210(100─330) .0012(.0008─.0016) 195(65─330) .0008(.0004─.0012)
1.5 .0591 2– 30 210(100─330) .0021(.0012─.0030) 195(65─330) .0015(.0006─.0024)
1.5 .0591 40, 50 210(100─330) .0018(.0012─.0024) 195(65─330) .0012(.0006─.0018)
2.0 .0787 2– 30 230(130─330) .0028(.0016─.0039) 195(65─330) .0020(.0008─.0031)
2.0 .0787 40, 50 230(130─330) .0024(.0016─.0031) 195(65─330) .0016(.0008─.0024)
2.5 .0984 2– 30 230(130─330) .0035(.0020─.0049) 195(65─330) .0025(.0010─.0039)
2.5 .0984 40, 50 230(130─330) .0030(.0020─.0039) 195(65─330) .0020(.0010─.0030)
2.9 .1142 2– 30 230(130─330) .0040(.0023─.0057) 195(65─330) .0029(.0011─.0046)
2.9 .1142 40, 50 230(130─330) .0034(.0023─.0046) 195(65─330) .0023(.0011─.0034)

DC
m m i n ch
1.0 .0394 2– 30 230(130─330) .0014(.0008─.0020) 460(330─590) .0016(.0008─.0024)
1.0 .0394 40, 50 230(130─330) .0012(.0008─.0016) 460(330─590) .0014(.0008─.0020)
1.5 .0591 2– 30 230(130─330) .0021(.0012─.0030) 460(330─590) .0024(.0012─.0035)
1.5 .0591 40, 50 230(130─330) .0018(.0012─.0024) 460(330─590) .0021(.0012─.0030)
2.0 .0787 2– 30 230(130─330) .0028(.0016─.0039) 460(330─590) .0031(.0016─.0047)
2.0 .0787 40, 50 230(130─330) .0024(.0016─.0031) 460(330─590) .0028(.0016─.0039)
2.5 .0984 2– 30 230(130─330) .0035(.0020─.0049) 460(330─590) .0039(.0020─.0059)
2.5 .0984 40, 50 230(130─330) .0030(.0020─.0039) 460(330─590) .0035(.0020─.0049)
2.9 .1142 2– 30 230(130─330) .0040(.0023─.0057) 460(330─590) .0046(.0023─.0069)
2.9 .1142 40, 50 230(130─330) .0034(.0023─.0046) 460(330─590) .0040(.0023─.0057)

DC
m m i n ch
1.0 .0394 2– 30 100(30─165) .0006(.0004─.0008) 100(65─130) .0008(.0004─.0012)
1.0 .0394 40, 50 100(30─165) .0006(.0004─.0008) 100(65─130) .0008(.0004─.0012)
1.5 .0591 2– 30 100(30─165) .0009(.0006─.0012) 100(65─130) .0012(.0006─.0018)
1.5 .0591 40, 50 100(30─165) .0009(.0006─.0012) 100(65─130) .0012(.0006─.0018)
2.0 .0787 2– 30 100(30─165) .0012(.0008─.0016) 100(65─130) .0016(.0008─.0024)
2.0 .0787 40, 50 100(30─165) .0012(.0008─.0016) 100(65─130) .0016(.0008─.0024)
2.5 .0984 2– 30 100(30─165) .0015(.0010─.0020) 100(65─130) .0020(.0010─.0030)
2.5 .0984 40, 50 100(30─165) .0015(.0010─.0020) 100(65─130) .0020(.0010─.0030)
2.9 .1142 2– 30 100(30─165) .0017(.0011─.0023) 100(65─130) .0023(.0011─.0034)
2.9 .1142 40, 50 100(30─165) .0017(.0011─.0023) 100(65─130) .0023(.0011─.0034)

DC
m m i n ch
1.0 .0394 2– 30 195(100─295) .0008(.0004─.0012)
1.0 .0394 40, 50 195(100─295) .0008(.0004─.0012)
1.5 .0591 2– 30 195(100─295) .0012(.0006─.0018)
1.5 .0591 40, 50 195(100─295) .0012(.0006─.0018)
2.0 .0787 2– 30 195(100─295) .0016(.0008─.0024)
2.0 .0787 40, 50 195(100─295) .0016(.0008─.0024)
2.5 .0984 2– 30 195(100─295) .0020(.0010─.0030)
2.5 .0984 40, 50 195(100─295) .0020(.0010─.0030)
2.9 .1142 2– 30 195(100─295) .0023(.0011─.0034)
2.9 .1142 40, 50 195(100─295) .0023(.0011─.0034)

( i n ch )
Solid Carbide TRISTAR Drill Series

a :  U S A  S t o c k

C
oo

la
nt

(In
t./

Ex
t.)

O r d e r  N u m b e r

S t o c k

Ty
peM e t r i c

( m m )
D e c i m a l F r a c t i o n W i r e  /

L e t t e r
T h r e a d

S i z e
( i n c h ) m m i n c h m m i n c h m m i n c h m m i n c h m m i n c h m m i n c h m m i n c h m m i n c h

C u t t i n g  D i a m e t e r
U sa b l e  L e n g t h
M a x.  U sa b l e  L e n g t h

L e n g t h  C h i p  F l u t e
N e ck L e n g t h
O ve r a l l  L e n g t h

F u n ct i o n a l  L e n g t h
P o i n t  L e n g t h
C o n n e ct i o n  D i a m e t e r

TRISTAR Drills
M i n i  S i ze

R e c o m m e n d e d  Cu t t i n g  Co n d i t i o n s

Note 1) This recommended condition is only when using internal coolant.
N o t e  2 )  C h e ck t h e  co n d i t i o n  o f  ch i p s a n d  p e r f o r m  st e p  m a ch i n i n g  i f  n e ce ssa r y . *  R e f e r e n ce  o f  st e p  l e n g t h :  0.2  t o  1.0 D C
Note 3) Adjust the cutting conditions according to machine tool and workpiece clamp rigidity and machining geometry, etc.
Note 4) Machining depths exceeding flute length (LU) are not recommend.
Note 5) Clamp the drill so that the drill runout is within .00012 inch.
Note 6) Do not clamp the flute part of the drill.

W o r kp i e ce  M a t e r i a l
M i l d  S t e e l s
C a r b o n  S t e e l s ,  A l l o y  S t e e l s

A I S I  1010,  104 5,  4 14 0 e t c.

A u s t e n i t i c  S t a i n l e s s  S t e e l s ,  F e r r i t i c  S t a i n l e s s  S t e e l s   
F e r r i t i c  a n d  M a r t e n s i t i c  S t a i n l e s s  S t e e l s   
P r e c i p i t a t i o n  H a r d e n i n g  S t a i n l e s s  S t e e l s
A I S I  304 ,  316,  4 10 e t c .

H o l e  D e p t h
L/D

C u t t i n g  S p e e d v c
(Min.─Max.)

( S F M )

F e e d  f r
(Min.─Max.)

( I P R )

C u t t i n g  S p e e d v c
(Min.─Max.)

( S F M )

F e e d  f r
(Min.─Max.)

( I P R )

W o r kp i e ce  M a t e r i a l
C a s t  I r o n s
D u c t i l e  C a s t  I r o n s

A I S I  N o  4 5B ,  60-60-8 e t c.

A l u m i n u m  A l l o y s

A S T M  6061,  7075 e t c .

H o l e  D e p t h
L/D

C u t t i n g  S p e e d v c
(Min.─Max.)

( S F M )

F e e d  f r
(Min.─Max.)

( I P R )

C u t t i n g  S p e e d v c
(Min.─Max.)

( S F M )

F e e d  f r
(Min.─Max.)

( I P R )

W o r kp i e ce  M a t e r i a l
H e a t  R e s i s t a n t  A l l o y s

I n co n e l 718 e t c.

T i t a n i u m  A l l o y s

T i -6A l -4 V  e t c .

H o l e  D e p t h
L/D

C u t t i n g  S p e e d v c
(Min.─Max.)

( S F M )

F e e d  f r
(Min.─Max.)

( I P R )

C u t t i n g  S p e e d v c
(Min.─Max.)

( S F M )

F e e d  f r
(Min.─Max.)

( I P R )

W o r kp i e ce  M a t e r i a l
C o b a l t  C h r o m e  A l l o y s

A S T M  F 1537,  F 799 e t c.

H o l e  D e p t h
L/D

C u t t i n g  S p e e d v c
(Min.─Max.)

( S F M )

F e e d  f r
(Min.─Max.)

( I P R )
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Solid Carbide TRISTAR Drill Series

O p e r a t i o n a l  G u i d a n c e

1. Drilling a Pilot Hole

3. Drill the Deep Hole

1 .  S p o t  F a c i n g

3. Initial Cutting with the Long Type Drill

5. Breaking Through

2. Initial Cutting with the Long Type Drill

4 .  Dr i l l  R e t r a c t i o n

2. Drilling a Pilot Hole

4 .  Dr i l l  t h e  De e p  H o l e

6. Drill Retraction

F l a t  F a c e  Dr i l l i n g  aDr i l l i n g  a  B l i n d  H o l e

Interruped Drilling aDrilling and Breaking Through on Irregular Faces or Angles

zUse a drill with a larger (flatter) point angle than the super long type.
Use the shortest flute possible.
A DVAS drill with L/D = 2 can be machined up to L/D = 3 when drilling 
p i l o t  h o l e s.

xE n su r e  a  h i g h  p r e ci si o n  h o l e  i s d r i l l e d  f o r  t h e  g u i d e .
cD r i l l  d e p t h  :  A p p r o x D C × 3.

( A d j u st  t h e  p i l o t  h o l e  d e p t h  a cco r d i n g  t o  t h e  l e n g t h  o f  t h e  l o n g  t yp e  d r i l l .)

zPenetrate the guide hole at low revolution. (Revolution 500─1000m i n -1,  
f e e d  r a t e  39.37 - 78.74  I P M )

xS t o p  t h e  l o n g  t yp e  d r i l l  .039- .118 i n ch  sh o r t  o f  t h e  g u i d e  h o l e  b o t t o m .

zAfter drilling, lower the cutting revolution about 0.5─1m m  sh o r t  o f  t h e  
h o l e  e n d . ( R e vo l u t i o n  o f  a r o u n d  500─1000m i n -1)

xR e t r a ct  t h e  d r i l l  t o  t h e  p i l o t  h o l e  d e p t h  st a r t i n g  p o i n t  a t  a  f e e d  r a t e  o f  
39.37 - 78.74  I P M .

cF i n a l l y ,  cl e a r  t h e  h o l e  a t  a  cu t t i n g  sp e e d  o f  65 - 100 S F M  a n d  f e e d  
r a t e  o f  .0079 - .0118 I P R .

zUse a drill with a larger (flatter) point angle than the super long type.
Use the shortest flute possible.

xE n su r e  a  h i g h  p r e ci si o n  h o l e  i s d r i l l e d  f o r  t h e  g u i d e .
cD r i l l  d e p t h  :  A p p r o x D C × 2 .

( A d j u st  t h e  p i l o t  h o l e  d e p t h  a cco r d i n g  t o  t h e  l e n g t h  o f  t h e  l o n g  t yp e  d r i l l .)

zStart cutting at the recommended speed and feed with a non-peck 
( co n t i n u o u s f e e d )  cycl e .

zMachine a flat or the irregular face by using an end mill or slot drill 
ca p a b l e  o f  sp o t  f a ci n g . M a ke  t h e  sp o t  f a ce  d i a m e t e r  t h e  sa m e  si ze  a s 
t h e  r e q u i r e d  d e e p  h o l e  d i a m e t e r .

zPenetrate the guide hole at a low revolution. (Revolution 500─1000m i n -1,  
f e e d  r a t e  39.37 - 78.74  I P M )

xS t o p  t h e  l o n g  t y p e  d r i l l  .0197 - .0394  i n c h  s h o r t  o f  t h e  g u i d e  h o l e  b o t t o m .

zW h e n  b r e a ki n g  t h r o u g h ,  t h e  cu t t i n g  e d g e  ca n  b e  d a m a g e d .
xLower the feed rate when penetrating.

zStart cutting at the recommended speed and feed with a non-peck 
( co n t i n u o u s f e e d )  cycl e .

zF i n a l l y cl e a r  t h e  h o l e  a t  a  f e e d  r a t e  o f  .0079 - .0118 I P R . ( R e vo l u t i o n  o f  
a r o u n d  500─1000m i n -1)

xR e t r a ct  t h e  d r i l l  t o  t h e  p i l o t  h o l e  d e p t h  st a r t i n g  p o i n t  a t  a  f e e d  r a t e  o f  
39.37 - 78.74  I P M .

Operational Guidance for the DVAS L/D=2– 40

1. Drilling a Pilot Hole

3. Drill the Deep Hole

1 .  S p o t  F a c i n g

3. Initial Cutting with the Long Type Drill

5. Breaking Through

2. Initial Cutting with the Long Type Drill

4 .  Dr i l l  R e t r a c t i o n

2. Drilling a Pilot Hole

4 .  Dr i l l  t h e  De e p  H o l e

6. Drill Retraction

F l a t  F a c e  Dr i l l i n g  aDr i l l i n g  a  B l i n d  H o l e

Interruped Drilling aDrilling and Breaking Through on Irregular Faces or Angles

zUse a drill with a larger (flatter) point angle than the super long type. 
Use a DVAS drill with L/D = 7.

xE n su r e  a  h i g h  p r e ci si o n  h o l e  i s d r i l l e d  f o r  t h e  g u i d e .
cD r i l l  d e p t h  :  A p p r o x D C × 7.

( A d j u st  t h e  p i l o t  h o l e  d e p t h  a cco r d i n g  t o  t h e  l e n g t h  o f  t h e  l o n g  t yp e  d r i l l .)

zPenetrate the guide hole at low revolution. (Revolution 500─1000m i n -1,  
f e e d  r a t e  39.37 - 78.74  I P M )

xS t o p  t h e  l o n g  t yp e  d r i l l  1─3m m  sh o r t  o f  t h e  g u i d e  h o l e  b o t t o m .

zAfter drilling, lower the cutting revolution about .0197 - .0394 inch 
sh o r t  o f  t h e  h o l e  e n d . ( R e vo l u t i o n  o f  a ro u n d  500─1000m i n -1)

xR e t r a ct  t h e  d r i l l  t o  t h e  p i l o t  h o l e  d e p t h  st a rt i n g  p o i n t  a t  a  f e e d  r a t e  o f  
39.37 - 78.74  I P M .

cF i n a l l y ,  cl e a r  t h e  h o l e  a t  a  cu t t i n g  sp e e d  o f  65 - 100 S F M a n d  f e e d  
r a t e  o f  .0079 - .0118 I P R .

zUse a drill with a larger (flatter) point angle than the super long type. 
Use a DVAS drill with L/D = 7.

xE n su r e  a  h i g h  p r e ci si o n  h o l e  i s d r i l l e d  f o r  t h e  g u i d e .
cD r i l l  d e p t h  :  A p p r o x D C × 7.

( A d j u st  t h e  p i l o t  h o l e  d e p t h  a cco rd i n g  t o  t h e  l e n g t h  o f  t h e  l o n g  t yp e  d r i l l .)

zStart cutting at the recommended speed and feed with a non-peck 
( co n t i n u o u s f e e d )  cycl e .

zMachine a flat or the irregular face by using an end mill or slot drill 
ca p a b l e  o f  sp o t  f a ci n g . M a ke  t h e  sp o t  f a ce  d i a m e t e r  t h e  sa m e  si ze  a s 
t h e  r e q u i r e d  d e e p  h o l e  d i a m e t e r .

zPenetrate the guide hole at a low revolution. (Revolution 
500─1000m i n -1,  f e e d  r a t e  39.37 - 78.74  I P M )

xS t o p  t h e  l o n g  t yp e  d r i l l  0.5─1m m  sh o r t  o f  t h e  g u i d e  h o l e  b o t t o m .

zW h e n  b r e a ki n g  t h r o u g h ,  t h e  cu t t i n g  e d g e  ca n  b e  d a m a g e d .
xLower the feed rate when penetrating.

zStart cutting at the recommended speed and feed with a non-peck 
( co n t i n u o u s f e e d )  cycl e .

zF i n a l l y cl e a r  t h e  h o l e  a t  a  f e e d  r a t e  o f  .0079 - .0118 I PR . ( R e vo l u t i o n  o f  
a r o u n d  500─1000m i n -1)

xR e t r a ct  t h e  d r i l l  t o  t h e  p i l o t  h o l e  d e p t h  st a r t i n g  p o i n t  a t  a  f e e d  r a t e  o f  
39.37 - 78.74  I P M .

Operational Guidance for the DVAS L/D=50
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D C < .0787"

D C < .1181"
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D C < .0787"

D C < .1181"
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O K
DCx3

DCx7

Solid Carbide TRISTAR Drill Series

O p e r a t i o n a l  G u i d a n c e
D r i l l  H o l d i n g D r i l l  L e n g t h D r i l l  I n st a l l a t i o n C o o l a n t  P r e ssu r e

T h r u st  b e a r i n g  t yp e  co l l e t  
ch u ck h o l d s t h e  d r i l l  se cu r e l y . A  > D C  x  2 Do not clamp on the fl utes.

A
dj

us
tin

g 
S

cr
ew

C o o l a n t  H a n d l i n gP i l o t  D r i l l T h i n  W o r kp i e ce I n t e r r u p t e d  C u t t i n g

O n e  P r o ce ss

I f  B e n d i n g  
O ccu r s

z Spot face with 
a n  e n d  m i l l  
p r i o r  t o  d r i l l i n g .

S u p p o r t  
t h e  W o r kp i e ce

S t e p p e d  H o l e s

zDivide the two processes.
xDrill the larger hole fi rst.

*  A  t o o l  f o r  m a ch i n i n g  b o t h  
ch a m f e r  a n d  sp o t  f a ce  ca n  
b e  p r o d u ce d  t o  o r d e r .

B u r r i n g  a n d  W o r kp i e ce  C h i p p i n g

z Lower the feed rate by 50% 
a t  t h e  e n d  o f  t h r o u g h  cu t t i n g .

xA d d  a  4 5° ch a m f e r .
cC h a n g e  t h e  p o i n t  a n g l e .

R e q u i r e s P r i o r  
M a ch i n i n g

z Lower the feed 
when drilling 
t h e  i n t e r r u p t e d  
p a r t .

A d j u s t  t h e  c o o l a n t  p r e s s u r e  
a c c o r d i n g  t o  t h e  t y p e  a n d  
c o n c e n t r a t i o n  o f  c o o l a n t .

D r i l l  D i a .
DC

W a t e r -
s o l u b l e

W a t e r -
i n s o l u b l e

≥ 3MPa ≥ 7MPa

≥ 2MPa ≥ 5MPa

F o r  d e e p  h o l e  d r i l l i n g ,  r e f e r  t o  t h e  
fi gure below.

L/D<40

L/D> 40

U s e  DV A S ooooX 02S040

U s e  DV A S ooooX 07S040

* L/D = 2 can be machined up to DCx3 when 
d r i l l i n g  p i l o t  h o l e s .

Small particles of swarf will jam 
i n  t h e  o i l  h o l e  o f  s m a l l  d i a m e t e r  
d r i l l s .
Always use a fi ne mesh fi lter as a 
p r e v e n t i v e  m e a s u r e .

D r i l l  D i a .
DC F i n e  M e s h  F i l t e r

≤ .394 μ-inch

≤ .787 μ-inch

Tips for drilling a deep hole exceeding L/D = 40

W o r k p i e c e  r o t a t i o n  m e t h o d :  s m a l l  l a t h e s ,  a u t o m a t i c  l a t h e s ,  e t c .

Tool rotation method: Machining centres, composite machines, etc.

 ( 1)  F a c e  c o u n t e r s i n k  ( D L E  d r i l l  i s  r e c o m m e n d e d )

( 1)  D r i l l  t h e  g u i d e  h o l e  t o  a  d e p t h  o f  a p p r o x . 3D  ( D V A S  d r i l l  i s  r e c o m m e n d e d )

( 2 )  D r i l l  t h e  g u i d e  h o l e  t o  a  d e p t h  o f  a p p r o x . 3D  ( D V A S  d r i l l  i s  r e c o m m e n d e d )

( 2 )   D r i l l  t h e  g u i d e  h o l e  d e e p e r  t o  a  a p p r o x . 7D
I f  m o r e  s t a b i l i t y  i s  r e q u i r e d ,  d r i l l  a  g u i d e  h o l e  d e e p e r  t h a n  7D .

( 3)  D r i l l  t h e  d e e p  h o l e  u s i n g  D V A S ooooX 50S 04 0.

( 3)  D r i l l  t h e  d e e p  h o l e  u s i n g  D V A S ooooX 50S 04 0.
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DVAS

Cu t t i n g  E xa m p l e

< C u t t i n g  C o n d i t i o n s>
T o o l  :  D C = ø .0787 i n ch ,  L / D = 50
C u t t i n g  S p e e d  :  vc =  165 S F M
F e e d  p e r  R e v . :  f r =  .0003 I P R
H o l e  D e p t h  :  3.937 i n ch
C u t t i n g  M o d e  :  W e t  C u t t i n g ,   O i l ,   15M P a

< C u t t i n g  C o n d i t i o n s>
T o o l  :  D C = ø .0787 i n ch ,  L / D = 50
C u t t i n g  S p e e d  :  vc=  130 S F M
F e e d  p e r  R e v . :  f r =  .0002  I P R
H o l e  D e p t h  :  3.937 i n ch
C u t t i n g  M o d e  :  W e t  C u t t i n g ,   O i l ,  15M P a

< C u t t i n g  C o n d i t i o n s>
T o o l  :  D C = ø .0787 i n ch ,  L / D = 50
C u t t i n g  S p e e d  :  vc=  165 S F M
F e e d  p e r  R e v . :  f r =  .002 8 I P R
H o l e  D e p t h  :  3.937 i n ch
C u t t i n g  M o d e  :  W e t  C u t t i n g ,   O i l ,   15M P a

< C u t t i n g  C o n d i t i o n s>
T o o l  :  D C = ø .0787 i n ch ,  L / D = 50
C u t t i n g  S p e e d  :  vc=  130 S F M
F e e d  p e r  R e v . :  f r =  .002 0 I P R
H o l e  D e p t h  :  3.937 i n ch
C u t t i n g  M o d e  :  W e t  C u t t i n g ,   O i l ,  15M P a

Cu t t i n g  
Time
1/10

Cu t t i n g  
Time
1/10

Comparison of Drilling Effi  ciency on Automatic Lathe

Drilling for AISI 4135

Drilling for AISI 304

G e n e r a l  Cu t t i n g  Co n d i t i o n s  f o r  G u n  Dr i l l s

G e n e r a l  Cu t t i n g  Co n d i t i o n s  f o r  G u n  Dr i l l s

Cutting Time 107.8 sec./hole

Cutting Time 188.4 sec./hole

DVAS Drill Turning Video

DVAS Drill Turning Video

DVAS Cu t t i n g  Co n d i t i o n s

DVAS Cu t t i n g  Co n d i t i o n s

Cutting Time 10.8 sec./hole

Cutting Time 18.8 sec./hole

Drilling effi  ciency is 10 times higher compared to gun drills. 
It provides highly effi  cient and stable machining even with alloy steels and stainless steels.

< C u t t i n g  C o n d i t i o n s>
W o r kp i e c e  M a t e ri a l  :  A I S I  104 5 
T o o l  :  .0984  i n ch ,  L / D = 50
C u t t i n g  S p e e d  :  vc=  2 30 S F M
F e e d  p e r  R e v . :  f r= .0035 - .004 7 I P R
H o l e  D e p t h  :  4 .606 i n ch
C u t t i n g  M o d e  :  W e t  C u t t i n g ,   O i l ,   7M P a

Cu t t i n g  
Time

20 min.

Cu t t i n g  
Time is About 

1  M i n u t e

Dr i l l i n g  p r o c e s s  o f  B o t h  e n d s  m a c h i n i n g

Drilling Process with DVAS d r i l l

First step: One side drilled with blind hole.

S e co n d  st e p :  W o r kp i e ce  i s i n ve r t e d  f o r  a  t h r o u g h  h o l e .

F i r st  st e p :  D r i l l i n g  a  t h r o u g h  h o l e  f r o m  o n e  si d e  a t  a  t i m e .

Example of Improved Drilling Effi  ciency on Automatic Lathe
DVAS signifi cantly reduces cycle times and ensures consistent drilling.

Time 
Co n s u m i n g

H o l e  M i s m a t c h

High-precision drilling is 
p o s s i b l e  i n  a  s h o r t  t i m e ,  
i m p r o v i n g  p r o d u c t i v i t y .

H o l e  m i sm a t ch  i s l i ke l y t o  o ccu r .



22 23

0 2 00 4 00 600 800 1000 12 00

0 100 2 00 300 4 00 500 600 700

0 2 0 4 0 60 80

N 1
N 2

DVAS

DVAS

DVAS

DVAS

DVAS

DVAS

DVAS

Solid Carbide TRISTAR Drill Series

Cutting Performance

S t i l l  R u n n i n g

F r a ct u r e

F r a ct u r e

B r e a ka g e

B r e a ka g e

B r e a ka g e

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l  :  A I S I  4 14 0 
T o o l  :  D C = ø .0787 i n ch ,  L / D = 2 0
C u t t i n g  S p e e d  :  vc=  165 S F M
F e e d  p e r  R e v . :  f r =  .002 4  I P R
H o l e  D e p t h  :  1.575 i n ch
C u t t i n g  M o d e  :  W e t  C u t t i n g   

  W a t e r -s o l u b l e  C o o l a n t s ,   2 M P a

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l  :  A I S I  4 14 0 
T o o l  :  D C = ø .0787 i n ch ,  L / D = 2 0
C u t t i n g  S p e e d  :  vc=  2 30 S F M
F e e d  p e r  R e v . :  f r =  .002 8 I P R
H o l e  D e p t h  :  1.575 i n ch  
C u t t i n g  M o d e  :  W e t  C u t t i n g   

  W a t e r -s o l u b l e  C o o l a n t s ,   2 M P a

P i l o t  D r i l l s :  D C = ø .0787 i n ch ,  L / D = 2
 H o l e  D e p t h  .157 i n ch / h o l e s

P i l o t  D r i l l s :  D C = ø .0787 i n ch ,  L / D = 2
 H o l e  D e p t h  .157 i n ch / h o l e s

N u m b e r  o f  H o l e s

N u m b e r  o f  H o l e s

AISI 4140  Comparison of Fracture Resistance
DVAS  h a s  e x c e l l e n t  f r a c t u r e  r e s i s t a n c e  a n d  d o u b l e  t o o l  l i f e  c o m p a r e d  t o  c o n v e n t i o n a l  
p r o d u ct s.

C o n ve n t i o n a l  A

C o n ve n t i o n a l  B

C o n ve n t i o n a l  C

A f t e r  4 00 H o l e s

C o n ve n t i o n a l  C

AISI 4140  Comparison of Fracture Resistance in High-effi  ciency Cutting
DVAS drill is highly stable even under high-effi  ciency cutting conditions.

C o n ve n t i o n a l  A

C o n ve n t i o n a l  B

C o n ve n t i o n a l  C

C o n ve n t i o n a l  D

A f t e r  300 H o l e s

C o n ve n t i o n a l  C

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e ri a l  :  A I S I  304  
T o o l  :  P i l o t  D r i l l

    D C = ø .0787 i n ch ,  L / D = 2
    H o l e  D e p t h  .157 i n ch
    L o n g  D r i l l    

       D C = ø .0787 i n ch ,  L / D = 2 0
  H o l e  D e p t h  1.575 i n ch

C u t t i n g  S p e e d  :  vc=  165 S F M
F e e d  p e r  R e v . :  f r= .002 4  I P R
C u t t i n g  Mo d e  :  W e t  C u t t i n g   

  W a t e r -s o l u b l e  C o o l a n t s
  2 M P a

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e ri a l  :  I n co n e l 718
T o o l  :  P i l o t  D r i l l

    D C = ø .0787 i n ch ,  L / D = 2
    H o l e  D e p t h  .157 i n ch
    L o n g  D r i l l    

       D C = ø .0787 i n ch ,  L / D = 12
  H o l e  D e p t h  .787 i n ch

C u t t i n g  S p e e d  :  vc=  100 S F M
F e e d  p e r  R e v . :  f r= .0012  I P R
H o l e  D e p t h  :  .787 i n ch
C u t t i n g  Mo d e  :  W e t  C u t t i n g   

  W a t e r -s o l u b l e  C o o l a n t s
  2 M P a

B r e a ka g e

B r e a ka g e

N u m b e r  o f  H o l e s

C o n ve n t i o n a l  A

C o n ve n t i o n a l  B

AISI 304  Comparison of Welding Resistance and Chip Disposal under High-effi  ciency Cutting

Inconel718  Comparison of Breakage Resistance 

It achieves excellent welding resistance and chip control for drilling stainless steels.

I n c r e a s e d  c o o l a n t  d i s c h a r g e  r a t e  a c h i e v e s  s t a b l e  m a c h i n i n g  o f  h e a t - r e s i s t a n t  a l l o y s  a s  
co m p a r e d  t o  co n ve n t i o n a l  p r o d u ct s.

C o n ve n t i o n a l  A

C o n t i n u o u s C h i p s i s M i x

C o n ve n t i o n a l  B

C o n t i n u o u s C h i p s

A f t e r  12 00 H o l e s

A f t e r  60 H o l e s
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C u t t i n g  S p e e d :  v c =  195 S F M
F e e d  p e r  R e v . :  f r =  .002 0 I P R

C u t t i n g  S p e e d :  v c =  330 S F M
F e e d  p e r  R e v . :  f r =  .0031 I P R

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l :  A I S I  304  
T o o l :  P i l o t  D r i l l

    D C = ø .0787 i n c h ,  L / D = 2
    H o l e  D e p t h  .2 36 i n c h
    S h o r t  D r i l l    

      D C = ø .0787 i n c h ,  L / D = 7
  H o l e  D e p t h  .551 i n c h

    L o n g  D r i l l    
      D C = ø .0787 i n c h ,  L / D = 12

  H o l e  D e p t h  3.937 i n c h
C u t t i n g  M o d e :  W e t  C u t t i n g   

  W a t e r -s o l u b l e  C o o l a n t s
  7M p a

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l :  A I S I  4 14 0 
T o o l :  P i l o t  D r i l l

    D C = ø .0787 i n ch ,  L / D = 2
    H o l e  D e p t h  .2 36 i n ch
    L o n g  D r i l l    

      D C = ø .0787 i n ch ,  L / D =  4 0
  H o l e  D e p t h  3.150 i n ch

F e e d  p e r  R e v . :  f r =  .002 8 I P R
C u t t i n g  M o d e :  W e t  C u t t i n g   

  W a t e r -s o l u b l e  C o o l a n t s ,   7M p a

1 1  s e c . 4  s e c .

AISI 304  L/D =50 High-efficiency Cutting Example

AISI 4140  L/D=40  Comparison of True Straightness

Achieves excellent chip disposal and high efficiency in deep hole drilling of stainless steels.

Hole wandering is greatly reduced when compared to conventional products.

E n t r a n ce -h o l e

E n t r a n ce -h o l e
E xi t -h o l e

E xi t -h o l e

C o n ve n t i o n a l
C o n ve n t i o n a l

Cutting Performance



TRAINING COURSES
Programs are designed for several levels of skill 
development – from basic understanding to advance 
manufacturing with digital solutions, complementing to 
your valued experience in CNC machining environment.

w New Machining Technology 
Distributors

w New Machining Technology 
 Mitsubishi Materials Customers

w Advanced Milling & Drilling Technology

w Advanced Turning Technology

ONLINE TRAINING
Our FREE e-learning program offers 11 courses in 
drilling, milling, turning, threading, tool grades and 
workpiece materials. Once each course is completed, 
you will be given the opportunity to print a certifi cate.

w Basic Drilling

w Basic Milling

w Basic Turning

w Advanced Drilling

w Advanced End Milling

w Advanced Turning

w Basic Threading

w Advanced Face Milling

w Basic Workpiece Materials

w Tool Grades

w Advanced Workpiece Materials

ABOUT MTEC

FOR MORE INFORMATION ON COURSE SCHEDULE, 
COURSE DESCRIPTION, AND ACCOMMODATIONS, 

PLEASE VISIT OUR WEBSITE.

MTECTRAINING.INFO

Welcome to our new world-class 
Machining Technology and Education 
Center (MTEC) in Mooresville, NC 
providing year round support and 
services to North America. 

TOOLING PROPOSALS & EVALUATION
We will review your current processes or 
outline a new process. From this review, 
we will improve productivity, analyze 
programming methods and output a solution 
with programming, tooling and time savings.

MACHINING SIMULATION
Using the latest CAD/CAM software and our 
cutting tool experience, we will outline a new 
process using proper machining techniques 
to maximize tool life and productivity.

TECHNICAL SUPPORT
Dedicated local professionals to answer any 
of your order, product or technical questions.

TRAINING
We are excited to offer several levels of training with goals 
to reach our highest level--Craftsman Machining Technology.
At MTEC NC, we will train using a combination of classroom 
and hands-on machine time to develop skills and real-world 
understanding of materials, tools and applications. In addition 
to multi-day courses, we will have Machining Technology skills 
seminars, as well as seminars from our partners to complement 
our apprentice level courses, our journeyman courses, 
and up to our craftsman level courses.

PROCESS IMPROVEMENTS
Review of the complete part processing and recommend 
changes of speed, feed, new tooling, reduction of passes, 
modifying programming and other solutions to reduce 
cycle time, save money and be proactive.



MITSUBISHI MATERIALS U.S.A. CORPORATION

Tools specifications subject to change without notice. B267A-US-2021.8

www.DIAEDGE.MMUS.com
www.mmus-carbide.com

For Your Safety

• Don’t handle inserts and chips
without gloves.

• Please machine within the
recommended application range
and exchange expired tools with
new ones in advance of breakage.

• Please use safety covers and wear
safety glasses.

• When using compounded cutting
oils, please take fire precautions.

• When attaching inserts or spare
parts, please use only the correct
wrench or driver.

• When using rotating tools, please
make a trial run to check run-out,
vibration and abnormal sounds etc.

Toronto Office (Canada Branch)

3535 Laird Road
Units 15 & 16
Mississauga, Ontario, Canada L5L 5Y7
Main: 905.814.0240
Fax: 905.814.0245

Detroit Office (Moldino CS)

41700 Gardenbrook Road, Suite 120
Novi, MI 48375
Main: 248.308.2620
Fax: 248.308.2627

California Office (Headquarters)

3535 Hyland Avenue, Suite 200 
Costa Mesa, CA 92626
Customer Service: 800.523.0800
Technical Service: 800.486.2341

Chicago Office (Engineering)

1314B North Plum Grove Road
Schaumburg, IL 60173
Main: 847.252.6300
Fax: 847.519.1732

North Carolina-MTEC (Marketing & Technical Center)

105 Corporate Center Drive, Suite A
Mooresville, NC 28117
Main: 980.312.3100
Fax: 704.746.9292

MMC Metal de Mexico, S.A. DE C.V.
Av. La Cañada No.16, 
Parque Industrial Bernardo
Quintana, El Marques,  
Queretaro C.P. 76246 MEXICO
Main: +52.442.221.61.36
Fax: +52.442.221.61.34

Product Brands Crafted by Mitsubishi Materials U.S.A.




