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KORLOY Indexable New Generation Dirill

KING DRILL

High Speed and High Efficiency
Indexable Drill

=] Excellent Chip Control
Highly effective chipbreaker design for hole making applications.

Excellent chip control and surface finish due to optimized
) insert geometries
/]
[s
_ = Stable Tool Life
. Optimized balance between cutting edges and grades
O - improves stability of tool life.




KING DRILL

High Speed and High Efficiency Indexable Drill

Unlike solid drills, most indexable drills used for general purpose drilling produce poor machining
precision and imbalanced hole shape due to the asymmetric geometries of the inserts.
This results in difficulties making holes that are deeper than three times the drill diameter (3D).

f,x / To solve this problem, both central and peripheral inserts and centering of the KING DRILL were
- specially designed to balance insert arrangement with grade optimization in order to effectively
KING DRILL 20/3D/4D /5D produce holes at five drill diameters (5D).

KING DRILL inserts are available in four chip breakers for a wide range ofapplications : PD for

Insert general purpose, LD for mild steel and hard-to-cut materials, ND foraluminum machining, and RD
with reinforced central corners. The specialized geometries and grades of the central and peripheral
inserts maximize performance and cutting tool life.

Optimized blade and flute design of the KING DRILL enhance effectiveness of drilling mechanisms
due to superior chip formation and chip shape. The helical oil holes on the KINGDRILL produce
smoother chip evacuation.

As a result, faster and higher stability significantly increase productivity and reduce tool cost.

7 Optimized blade design for
an indexable drill

— Excellent chip geometries

® Helical shaped coolant
hole system

— Stable chip evacuation

Advantages
\
® Optimized grade for central / peripheral = Material technology
insert each — Excellent anti chipping &
— Higher stability wear resistance
3] Code System
[ Holder]
K 5D A 1000 125 Ll - o7
KING, Type Shank dia. Inscribed
KORLOY A Inch Type ©0.75, @1.00, circle of insert
No mark : Metric Type @1.25, @1.50 05, 06, 07, 09,
Two decimal place marked 11, 13, 15, 18
Aspect ratio(L/D) Drill Dia. Shank shape
2D, 3D, 4D, 5D ©1.000 No mark : Flange Shank, Weldone
Three decimal HP(Standard) : Flange Shank, Weldon, NPT Tap

F1 : Flange Shank, Whistle Notch

F2 : Flange Shank, Without Side Lock

S : Straight Shank, Weldone

S1 : Straight Shank, Whistle Notch

$2 : Straight Shank, Without Side Lock

Mo, M1, M2, M3... : MTO, MT1, MT2, MT3...
H63, H100 : HSK63, HSK100

B30, B40, B50 : BT30, BT40, BT50

place marked
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3] Features of Insert

® Optimized design of inserts for maximum drilling efficiency
- Excellent cutting performance and chip control due to the optimized geometry and

chip breaker of both inserts : central and peripheral

- A set of differently shaped central and peripheral inserts optimize the insert locations to
maximize cutting tool life

Chip

breaker PD LD ND RD
- Universal - Superior chip control - Sharp cutting edge for | - Improved chipping
- Medium speed and for mac_hining mild steel | aluminum machining resistance
Feature | Medium feed and stainless steel - Insert surface - Excellent performance
- Light cutting(at low ~ buffed for high quality in case of frequent
medium speed and result fracture and chipping
low feed) on the cutting edge
Peripheral Central | Peripheral Central | Peripheral Central Central
Insert type insert insert insert insert insert insert insert
NC5330: P, M,K
Grade : PC3500: P
Workpiece : PC5300: P, MK, S PC5335: P, M HO1:N PC5300: P, M, K, S
PC5300: P MK, S
fange | pessio:K

3] Features of Dirill

Optimized Flute System
- 2 Coolant Holes Applied

« The optimized shape of the flute increases
the rigidity of the drill body and improves
chip evacuation

3] Cutting Performance

+ KING DRILL shows

superior surface finish

compared to other
competitors.

= Workpiece
m Cutting conditions

® Tools

0.055 4
0.047
0.039
0.031
0.023
0.000

Surface roughness Ra(um)

AlSI4140

Surface Finish

Through coolant system
SPMT050204-PD (PC3500), XOMT050204-PD (PC5300)

Insert
Holder

K5DA0562075HP-05

ve(stm)=492, fn(ipr)=0.0031, Depth of drilling : 2.36inch(pass though),

e —

KING
DRILL

[ KING DRILL ]

e

[ Competitor A]

o Camgiar Py ——
A B

[ Competitor B ]
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KING DRILL

3] Cutting Performance

= Workpiece AlISI4140
m Cutting conditions vc(sfm)=492, fn(ipr)=0.0039, Depth of drilling : 3.15inch(pass though),
Through coolant system

= Tools Insert  SPMT060205-PD (PC3500), XOMT060204-PD (PC5300)
Holder K5DA0875100HP-07

Tool Life Comparison

KING DRILL 320 Holes/94.5ft

Competitor A 230 Holes/67.9ft

Competitor B 140 Holes/41.3ft

100 200 300

Evaluation of Wear Resistance

- As the test result shows,

KING DRILL has higher =Y

wear resistance than — .~ ==
competitors and provides 1;‘-‘
i best 101 e, HEATIEA e
[ KING DRILL ] [ Competitor A ] [ Competitor B ]
N
+ 320 Holes (94.5ft) - 230 Holes (67.9ft) + 140 Holes (41.3ft)
«Normal wear - Chipping on cutting edge « Wear and chipping on
cutting edge
Precision of Machining
« The diameters of
beginning, middle, and = Workpiece AlSI4140

end of hole are regular after|  w Cutting conditions ~ vc(sfm)=492, fn(ipr)=0.0031, Depth of drilling : 2.36inch(pass though),
driling with KING DRILL. Through coolant system

= Tools Insert  SPMT050204-PD (PC3500), XOMT050204-PD (PC5300)
Holder K5DA0562075HP-05

£ 05834
c
Beginning of hole E 0.579
L(“ \ 2 Competitor A
Middle of holeﬂcc g 0.575
Z . § 0.571

End of hole /—i Competitor B
0.567

= \ 0563 ——o—°

KING DRILL

0.559

Y

Beginning Middle End

= KING DRILL
- Regular hole diameters at the beginning, middle and end of hole

= Competitor A
- Hole diameter : beginning < middle < end

= Competitor B
- Bigger hole diameter at the end of hole
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3] Cutting Performance

L Chip Evacuation
- The test results clearly

show that the KING DRILLs | ™ Workpiece AISI1045

cutting performance is far ® Cutting conditions  vc(sfm)=295~590, fn(ipr)=0.0024~0.0047, t(inch)=3.5,

superior to its competitors Through coolant system, pass through

when it comes to chip = Tools Insert ~ SPMT07T208-PD (PC3500), XOMT07T205-PD (PC5300)
evacuation. Holder K5DA0812100HP-07

[ Competitor A] [ Competitor B ]
« Stable chip control - Thin and long chips are - Folded chips under certain
coiled around the holder. cutting condition

- Poor chip evacuation

3] KING DRILL- With Through Coolant System for Lathe

= Through coolant system with drill holder, plug, oil-hole hose and oil-hole pump
« Drill with through coolant ® NPT Tap in the plug is combined to NPT Tap connected to oil hose.

system for general lathe . A - .
and NG lathe without = Available to use the drill without a plug in milling machine.

through coolant system

Mxp
dil q_
a8 LHrr—F
KL Oil pump
Holder + Plug
- Clamping oil hose to the bottom of plug and connect the oil pump to the holder (inch)
Designation Diameter Shank Dia. Mxp Plug
K[ JDA0484075~0625075HP-L_[] 0.484 ~ 90.625 @0.75 M12x 1.5 | PLG12NPT18
K[ JDA0687100~0875100HP-L[] 0.687 ~ ©0.875 @1.00 M16x 1.5 | PLG16NPT18
K[JDA0937125~1375125HP-[ ][] 0.937 ~ 01.375 @1.25 M20x 2.0 | PLG20NPT14
K[JDA1437150~2375150HP-][] 01.437 ~02.375 @1.50 M27 x 2.0 | PLG27NPT38
Mxp NPT A
Pl
- Assembled plug ' “Eq Plug w
Plug Type Mxp NPT Tap A
PLG12NPT18 M12x 1.5 1/8 5/8
PLG16NPT18 M16x 1.5 1/8 7/8
PLG20NPT14 M20 x 2.0 1/4 11/8
PLG27NPT38 M27 x 2.0 3/8 11/8
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KING DRILL

3] Application Examples

Track link bush
= Workpiece AlISI4140
m Cutting conditions vc(sfm)=394, fn(ipr)=0.0039, Through coolant system
® Tools Insert  SPMT07T208-PD (PC3500), XOMT07T205-PD (PC5300)
Holder K5DA0812100HP-07
KING DRILL 50%
more
Competitor 120ea
< Superior surface finish and chip evacuation
50% longer tool life than competitor
Hydraulic oil pump
= Workpiece AlISI4140
m Cutting conditions  vc(sfm)=449, fn(ipr)=0.0051, ap(inch)=2.3(not pass though), Through coolant system
1 = Tools Insert  SPMT090308-PD (PC3500), XOMT090305-PD (PC5300)
170 (1 Holder K5DA1000125HP-09
KING DRILL 84%
more
Competitor 254 Holes
< Superior chip evacuation and surface finish
84% longer tool life than competitor
Track link bush
= Workpiece AlSI4130
® Cutting conditions vc(sfm)=459, fn(ipr)=0.0039, Through coolant system
® Tools Insert  SPMT090308-PD (PC3500), XOMT090305-PD (PC5300)
Holder K3DA1062125-09
KING DRILL vilinch/min)=7.8 [N (KRl
more
Competitor vf(inch/min)=5.8

< KING DRILL has 35% longer tool life and 35% improved productivity.

Track link
= Workpiece AlISI4140
® Cutting conditions vc(sfm)=360, fn(ipr)=0.0039, Through coolant system
= Tools Insert  SPMT090308-PD (PC3500) , XOMT090305-PD (PC5300)
s Holder K3DA1062125-09
o KING DRILL _ 220Holes JNERSKL
-.j o i . more
Chips from KING DRILL  Chips from competitor's Competltor 150 Holes

< KING DRILL has 45% longer tool life and 100% improved productivity.
Good surface finish, improved chip control and less chattering
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3] Recommended Cutting Condition

(inch)
Insert Feed(aspect ratio=2D, 3D, 4D)
Workpiece ve
Chip Grade (sfm) fn(ipr) depending on drill Dia.
ISO | Workpiece | Hardness(HB) B#¢ Central Peripheral 0.47~0.63 | 0.64~0.91 | 0.92~1.14 | 1.15~1.65 1.66~2.36
LD | PC5335 | PC5335 | 394(197~558)
5 Lov‘éfezrlbon 80180 | PC3500 | 492(394~591) | 0.0016~0.0031 | 0.0016~0.0031 | 0.0016~0.0031 | 0.0016~0.0031 | 0.0016~0.0031
2 Rp | PC5300
IS NC5330 | 591(459~722)
o)
8
PC3500 |394(295~492) | 0.0016~0.0039 | 0.0016~0.0047 | 0.0020~0.0063 | 0.0024~0.0063 | 0.0024~0.0071
High carbon | 180~280 | PD | PC5300
NC5330 | 492(361~623) | 0.0016~0.0024 | 0.0016~0.0028 | 0.0016~0.0031 | 0.0016~0.0031 | 0.0016~0.0031
LD | PC5335 | PC5335 | 394(197~525) | 0.0024~0.0039 | 0.0024~0.0039 | 0.0024~0.0047 | 0.0024~0.0055 | 0.0024~0.0055
Lowalloy | 446, og0 PC3500 | 492(394~ 240,004
stoel ~; 500 | 492(394~558) | 0.0024~0.0047 | 0.0024~0.0047 | 0.0024~0.0055 | 0.0024~0.0063 | 0.0024~0.0063
PD | PC3500
g NC5330 | 591(459~689) | 0.0024~0.0031 | 0.0024~0.0031 | 0.0024~0.0039 | 0.0024~0.0047 | 0.0024~0.0047
w
§ Hardened low o
= 00~400 | PD | PC5300 | PC5300 |328(164~492) | 0.0016~0.0039 | 0.0024~0.0039 | 0.0024~0.0047 | 0.0024~0.0055 | 0.0024~0.0055

alloy steel

High alloy steel | 260~320 | PD | PC5300 | PC3500 | 328(164~525) | 0.0020~0.0043 | 0.0020~0.0043 | 0.0020~0.0051 | 0.0020~0.0059 | 0.0020~0.0059

Hardened high

alloy steel 300~450 | PD | PC5300 | PC5300 | 230(98~394) | 0.0016~0.0031 | 0.0024~0.0031 | 0.0024~0.0039 | 0.0024~0.0047 | 0.0024~0.0047

LD | PD5335 | PC5335 | 394(262~459) | 0.0016~0.0028 | 0.0016~0.0028 | 0.0016~0.0028 | 0.0016~0.0031 | 0.0016~0.0031

Stainless steel | 135-275

=
Stainless steel

PD | PC5300 | PC5300 | 427(328~525) | 0.0016~0.0028 | 0.0016~0.0028 | 0.0016~0.0028 | 0.0016~0.0031 | 0.0016~0.0031

S | Graycastiron | 150~230 | PD | PC5300 | PC6510 | 623(492~820) | 0.0016~0.0047 | 0.0020~0.0055 | 0.0024~0.0071 | 0.0039~0.0087 | 0.0039~0.0102
=
S Ductile castiron| 150~230 | PD | PC5300 | PC6510 | 427(328~525) | 0.0016~0.0028 | 0.0016~0.0031 | 0.0016~0.0039 | 0.0020~0.0047 | 0.0020~0.0047
- N"heitnge;'snng 130~400 | PD | PC5300 | PC5300 | 164(98~328) |0.0016~0.0039 | 0.0016~0.0039 | 0.0016~0.0039 | 0.0016~0.0039 | 0.0016~0.0039
3
=
o N PD | PC5335 | PC5335 | 197(131~262) |0.0016~0.0031 | 0.0016~0.0039 | 0.0024~0.0047 | 0.0024~0.0055 | 0.0024-~0.0063
= |Ti-heat resisting
3 alloy 130~400
2 PD | PC5300 | PC5300 | 197(131~262) |0.0016~0.0031 | 0.0016~0.0039 | 0.0024~0.0047 | 0.0024~0.0055 | 0.0024-~0.0063
L

H'ghgtige”ed 400~ | PD | PC5300 PC5300 | 131(66~262) |0.0016~0.0020 0.0016~0.0024 | 0.0016~0.0031 | 0.0016~0.0031 | 0.0016~0.0031
=
E
= aﬁ'r'gmdm 30~150 | ND | HOf HO1 |984(820~1312) | 0.0020~0.0055 | 0.0024-0.0063 | 0.0039~0.0079 | 0.0039~0.0087 | 0.0047~0.0098
B
i= 22%2? 150-160 | ND | HoO1 HO1 | 820(656~984) |0.0020~0.0055 | 0.0024~0.0063 | 0.0039~0.0079 | 0.0039~0.0087 | 0.0047~0.0098
%

% The Max. feed of 5D holders is 70%~80% of the max. conditions of 2D/3D/4D holders.
* In interrupted machining part, reduce 30~50% of feed from the above machining around interrupted part.

KING DRILL 07



KING DRILL

- The graphs below show
the cutting force required
in drilling.

« Machining with the KING
DRILL and a machine with
high rigidity and power

- Recommended coolant
pressure : 5kg/cm’ above

+ Data from the above
graph can vary depending
on workpiece and cutting
condition.

08 KORLOY TECH-NEWS

3] Required Machine Power

= Workpiece AISI4140(240HB)
m Cutting conditions vc(sfm)=328, Through coolant system
Test result
s 164 fn(ipr)=0.005
§ 14 fn(ipr)=0.004
g 12 n(ipr)=0.003
2 10
s 8
E 6
2 /
g 2
o 0 >
04 08 1.2 16 20 24
Drill diameter(inch)
z 54 fn(ipr)=0.005
B fn(ipr)=0.004
4 fn(ipr)=0.003
3
2
1
0 04 08 12 16 20 24
Drill diameter(inch)
£ gA fn(ipr)=0.005
% 5 fn(ipr)=0.004
e 4 fn(ipr)=0.003
3
2
1
0 >
04 08 1.2 16 20 24
Drill diameter(inch)
3] Cutting Oil Quantity
= Workpiece AlSI4140(240HB)

m Cutting conditions vc(sfm)=328, Through coolant system

Cutting oil quantity(um)

40 4

35
25
20
15
10

Test result

Min. cutting oil quantity

|

0.4 08 1.2 16 20
Drill diameter(inch)

Recommended cutting oil quantity



-

« The actual hole tolerance L

of KING DRILL is as shown
in the chart above.

- The length of drill, type
of workpiece, machine
stability, and cutting
condition could affect the

@D| -

21

3] Drill Tolerance and Hole Tolerance

>

- Jd1dd2

e
I 1]

22

(inch)

el isleres, Drill diameter 00.484~01.125 | ©1.187~01.750 | ©1.812~02.375
h g oD 3D Drill tolerance(@D) 0~-0.006 0~-0.006 0~-0.006
Hole tolerance -0.016~ +0.008 -0.004 ~ +0.010 -0.004 ~+0.011
sogp | Diltderance(@D) 0~-0.006 0~-0.006 0~-0.006
Hole tolerance -0.002~+0.010 -0.002~+0.012 -0.002~+0.013
3] The Shape of the Bottom of Blind Hole
p
.KING DRILL drills with L Drill diameter(inch) Peripheral insert Central insert a
two inserts, central and 00.484 ~ 00,531 SPLIT040204- ] XOL1T040204-L 1] 0.016
S S 00,562 ~ 00.625 SPLIT050204-10] XOLIT050204-C1] 0.016
: fg‘f:g;;’i;ihnzai‘s;’gﬁ ggiré 0.687 ~ 90.750 SPLIT060205- ] XOL1T060204- 1] 0.020
of blind hole bottom 00812 ~00.875 SPLIT07T208-(1] XOLIT07T205-C1C] 0.020
N Y 00937 ~01.125 SPLIT090308-(] XO[1T090305-(1] 0.028
01.187 ~ 1.375 SPLIT11T308-C1] XOCTT11T306-C1] 0.031
01437 ~ 01687 SPLIT130410-C1] XO[1T130406-L 1] 0.039
01750 ~ 32,000 SPLIT15M510-(1] XOLTT15M508-L 1] 0.043
02.062 ~ 02,375 SPLT180510-C1] XO[ 1T180508-( 1] 0.047

KING DRILL
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KING DRILL

3] How to Clamp KING DRILL to Side Lock Arbor

. Clamp Bolt 2 " & Push the plunge

i=—— Clamp Bolt 1 of the drill into

Side lock
— Plunge side

the arbor.
e
4 t : |
<l .
§ = Clamp Bolt 2 T .
- ‘ .

<

Clamp Bolt 1 4 , 5

® Recommendation to use side lock arbor for KING DRILL
Step @ : Insert the drill with the side lock aligned to the bolts of the arbor.
Step @ : Push the plunge of the drill into the arbor.
Step @ : Clamp Bolt 1.
Step @ : Clamp Bolt 2.

3] Notice for Setting the Drill in the Lathe.

i

m Set the peripheral insert parallel to the X axis. (Based on the side lock.)

® To calibrate the drill to its ideal settings, the initial drilling depth should be at 0.2",
in order to make the core dia. of 0.02" wide.

- Note that the location of the side lock may vary depending on the lathe brand.

10  KORLOY TECH-NEWS



3] Machining Required Attention

Workpiece

Machining

Machining
irregular face

Possible chipping and fracture of the insert.

Reduce normal feed 25%.

Possible initial contact with central insert.

Machining
convex side Reduce feed 50% until both inserts are
engaged.
Machining Reduce feed 50% until both inserts are

concave side

engaged.

Boring Reduce feed 50% from normal conditions.
Ramping Reduce feed 50% from normal conditions.
Machining . .
Reduce feed 50% in the overlapped section.
cross holes
Machining

overlapped holes

Reduce feed 50% from normal conditions.

Machining
overlapped panels

Possible chipping and fracture of insert.

Reduce normal feed 25%.

KING DRILL 11



KING DRILL

3] Solutions for Machining Failure

Solution

Failure Detail
Different diameters Different d|ameters
of one machined hole
of one

— The end of hole

machined hole Diameter is bigger

® Use more coolant and check the coolant evacuation.
® Change the drill to one with small aspect ratio.
® Change the cutting condition for better chip control.

Enlarging or reducing
hole diameter

Enlarging or reducing
hole diameter

m Miling — Use more coolant
— Check the coolant evacuation

® Turning — Check the center of drill and workpiece
— Rotate the drill to 180°

Vibration while

m Set the overhang of drill short.
® Reduce the cutting speed and feed.

Chatiering machining m Stable clamping
® Check the torque of machine.
® Mild steel / STS — speed up, feed down.
; Long chip
Poor Ch.lp ® Alloy steel / carbon steel — speed up, feed up.
evacuation
Short chip ® Speed down, feed down, pressure of coolant up.
® Set the cutting condition for better chip control.
Poor surface Scratch on the ® Feed down or speed up.
finish machined side ® |ncrease the coolant flow and check the coolant evacuation.
® Set the overhang of drill short and more stable clampin.
® Check the cutting condition.
Short tool life Too much wear ® Use more coolant and check the coolant evacuation.
of insert or chipping on insert ® Set the overhang of drill short and more stable clamping.

® Change the insert grade.

3] Insert and Parts

Diameter of drill Peripheral insert Central insert Screw Wernch Torque(Nm)
0.484 ~ @0.531 SPLIT040204-[ 1] | XOLIT040204-[]] FTNA0204 TWO06P 04
20.562 ~ 30.625 SPLIT050204-L1] | XOLIT050204-[1] FTNA0204 TWO06P 04
0.687 ~ @0.750 SPLIT060205-[ 1] | XOLIT060204-[1[] FTKA02206S TWO7P 0.8
20.812 ~ 30.875 SPLIT07T208-[J1 | XOLIT07T205-[1[] FTKA02565 TWO07S 0.8
20.937 ~1.125 SPLJT090308-L ][] | XOLIT090305-[ ][] FTKA0307 TW09S 1.2
©1.187 ~01.375 SPLIT11T308-IL] | XOLIT11T306-LI[] FTKA03508 TW15S 3.0
©1.437 ~ ©1.687 SPLIT130410-[J] | XOLIT130406-[1L] FTKA0410 TW15S 3.0
©1.750 ~ ©2.000 SPLIT15M510-[J] | XOLIT15M508-[1[] FTNC04511 TW20S 5.0
@2.062 ~ @2.375 SPLIT180510-LJ] | XOLIT180508-[1] FTNAO511 TW20-100 5.0

# In clamping an insert, please clean the tip seat and apply CASMOLY1000 on the screw.
% Please make sure to use a Korloy-produced wrench and screw only.
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[ Note ]
« Currently using tool :

« Current cutting condition
- RPM or v (sfm) :
- vf{inch/min) or fn(ipr) :
- Depth of cut(inch) :

« Standard of measuring
tool life :

« Currently using machine
- Machining center :
- General lathe :
- CNC lathe :

3] Special Drill Order Form

= Mark V' in the box [V]

I:‘ (QD1) (

ad

I:] (®D1 |

@d1

@d

@d1
)

| od

@d1
C )

L1 ) |2 )jer

| @d

@d1

= Coolant type

]

= Hole type

[] Biind hole
(] Thruhole

NPT

Through coolant
Plug Type(Standard)

Through coolant
Non Plug Type

No coolant

® Types of shank

[] +————1 FatType
D +—-—-—+ Weldon Type
D {+—-———1 Whistle Notch Type

® | ocation of side lock

[] Parallel to peripheral insert (standard

= ©

[] 90° angle to peripheral insert (standard)

[] 180°angle to peripheral insert (standard)

—

[] 270°angle to peripheral insert (standard)

_‘ﬂ: n

KING DRILL
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KING DRILL

5 Inserts (inch)
Coated Uncoated
il Designation 2883882 Drill diameter | | d t ro di Figure
shape BB B8 8 -
O OO0 0O O|8
Z2 0O o o oa|xT
SPET | 040204-ND ® | J0.484~00.531 | 0.185 - 0.094 | 0.016 | 0.091
050204-ND ® | J0.562~00.625 | 0.201 - 0.094 | 0.016 | 0.091
060205-ND ® | 00.687~@0.750 | 0.244 - 0.098 | 0.020 | 0.098 !
‘ 07T208-ND ® | J0.812~00.875 | 0.295 - 0.110 | 0.028 | 0.110 \W N
V 090308-ND ® | 00.937~@1.125 | 0.362 - 0.130 | 0.031 | 0.134 H A jd‘
11T308-ND ® | 01.187~@1375 | 0433 - 0.157 | 0.031 | 0.157 ’* K ‘
130410-ND ® | D1437~01687 | 0512 - 0.177 | 0.039 | 0.177 - -
15M510-ND ® | @1.750~@2.000 | 0.598 - 0.197 | 0.039 | 0.217
180510-ND ® | 02062~@2375 | 0.717 - 0.217 | 0.039 | 0.236
SPMT | 060205-LD [ ] 20.687 ~@0.750 | 0.244 - 0.098 | 0.020 | 0.098
07T208-LD [ ] ©0.812~0.875 | 0.295 - 0.110 | 0.028 | 0.110 r
. 090308-LD [ ] ©0.937 ~@1.125 | 0.362 - 0.130 | 0.031 | 0.134 ?@
11T308-LD [ 01187 ~@1.375 | 0.433 - 0.157 | 0.031 | 0.157 &ﬁ o
130410-LD ° ©1.437~@01.687 | 0.512 - 0.177 | 0.039 | 0.177 — I ‘
15M510-LD [ ] ©1.750 ~@2.000 | 0.598 - 0.197 | 0.039 | 0.217 -
180510-LD [ ] ©2.062 ~@2.375 | 0.717 - 0.217 | 0.039 | 0.236
SPMT | 040204-PD (@ e o o @0484~@0531 | 0185 | - | 0.094 | 0.016 | 0.091
050204-PD o e L) 20.562 ~@0.625 | 0.201 - 0.094 | 0.016 | 0.091
060205-PD o o o o ©0.687 ~@0.750 | 0.244 - 0.098 | 0.020 | 0.098 !
&\ 07T208-PD (@ @ o e @0.812~@0.875 | 0295 | - | 0.110 | 0.028 | 0.110
<: .- 090308-PD o e o o ©0.937 ~@1.125 | 0.362 - 0.130 | 0.031 | 0.134
H*/ 11T308-PD (@ @ o O ©1.187 ~@1.375 | 0.433 - 0.157 | 0.031 | 0.157
130410-PD (@ o o o ©1.437 ~01.687 | 0.512 - 0.177 | 0.039 | 0.177
15M510-PD (@ @ o o ©1.750 ~@2.000 | 0.598 - 0.197 | 0.039 | 0.217
180510-PD (@ @ o o ©2.062~@2375 | 0.717 - 0.217 | 0.039 | 0.236
XOET | 040204-ND ® | J0.484~00.531 | 0.169 | 0.193 | 0.094 | 0.016 | 0.091
050204-ND ® | J0.562~00.625 | 0.189 | 0.213 | 0.094 | 0.016 | 0.091
060204-ND ® | (30.687 ~(0.750 | 0.228 | 0.260 | 0.098 | 0.016 | 0.098
07T205-ND ® | 20.812~@0.875 | 0.272 | 0.307 | 0.110 | 0.020 | 0.110
090305-ND ® | 30.937~01.125 | 0.331 | 0.378 | 0.130 | 0.020 | 0.134
11T306-ND ® | 01.187~@1375 | 0.394 | 0.449 | 0.157 | 0.024 | 0.157
130406-ND ® | 1437~01.687 | 0.469 | 0535 | 0.177 | 0.024 | 0.177
15M508-ND ® | 01.750~@2.000 | 0.547 | 0.626 | 0.197 | 0.031 | 0.217
180508-ND ©2.062~@2.375 | 0650 | 0.744 | 0.217 | 0.031 | 0.236
XOMT | 060204-LD [ J 0.687 ~@0.750 | 0.228 | 0.260 | 0.098 | 0.016 | 0.098
07T205-LD [ ©0.812~@0.875 | 0.272 | 0.307 | 0.110 | 0.020 | 0.110 "
090305-LD ) ©0.937 ~@1.125 | 0.331 | 0.378 | 0.130 | 0.020 | 0.134 //f§ )
11T306-LD [ ] ©1.187 ~@1.375 | 0.394 | 0.449 | 0.157 | 0.024 | 0.157 \fﬂ/ dr
130406-LD [ ] ©1.437 ~@1.687 | 0.469 | 0.535 | 0.177 | 0.024 | 0.177 ‘ ‘ ‘ L‘—J
15M508-LD [ ] ©1.750 ~@2.000 | 0.547 | 0.626 | 0.197 | 0.031 | 0.217 -
180508-LD [ ©2.062 ~@2.375 | 0.650 | 0.744 | 0.217 | 0.031 | 0.236
XOMT | 040204-PD [ 00.484 ~@30.531 | 0.169 | 0.193 | 0.094 | 0.016 | 0.091
050204-PD [ ] 20.562 ~@0.625 | 0.189 | 0.213 | 0.094 | 0.016 | 0.091
060204-PD [ ] 20.687 ~@0.750 | 0.228 | 0.260 | 0.098 | 0.016 | 0.098
07T205-PD [ ] 20.812~@0.875 | 0.272 | 0.307 | 0.110 | 0.020 | 0.110
090305-PD [ ] ©0.937 ~@1.125 | 0.331 | 0.378 | 0.130 | 0.020 | 0.134
11T306-PD [ ] 01187 ~@1.375 | 0.394 | 0.449 | 0.157 | 0.024 | 0.157
130406-PD [ ] ©1.437 ~01.687 | 0469 | 0.535 | 0.177 | 0.024 | 0.177
15M508-PD [ ] ©1.750 ~@2.000 | 0.547 | 0.626 | 0.197 | 0.031 | 0.217
180508-PD [ ©2.062~@2.375 | 0650 | 0.744 | 0.217 | 0.031 | 0.236
XOMT | 07T207-RD 20.812~@0.875 | 0.272 | 0.307 | 0.110 | 0.028 | 0.110
090308-RD ©0.937 ~@1.125 | 0.331 | 0.378 | 0.130 | 0.031 | 0.134
11T309-RD ©1.187 ~@1.375 | 0.394 | 0.449 | 0.157 | 0.035 | 0.157
- 130410-RD ©1.437 ~@1.687 | 0.469 | 0.535 | 0.177 | 0.039 | 0.177
15M511-RD ©1.750 ~@2.000 | 0.547 | 0.626 | 0.197 | 0.043 | 0.217
180512-RD ©2.062~@2.375 | 0650 | 0.744 | 0.217 | 0.047 | 0.236
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2] KING DRILL-2D

dd2
é (inch)
Desi i oD ad od 0 0 L I A Screw Wrench
esignhation 1 2 nser )
9 i & ~
K2DA | 0484075HP-04 | 0484 | 31/64 | 075 | 098 | 1.06 | 197 | 358 - -
SPLIT040204-
0500075HP-04 | 0.500 | 12 | 075 | 098 | 1.4 | 197 | 366 | yo—roacoor == | FTNAO204 | TWOEP
0531075HP-04 | 0531 | 17/32 075 | 098 | 114 | 197 | 366
0562075HP-05 | 0562 | 9/16 | 0.75 | 098 | 122 | 197 | 3.78 | SP[1T050204-[ 1]
FTNAO204 = TWO6BP
0625075HP-05 | 0625 | 568 | 075 | 098 | 138 | 197 398 | XOLIT050204-[]]
0687100HP-06 | 0.687 | 11716 | 1.00 = 134 | 146 | 220 | 429 | gSP[T07T208- 1]
FTKA02206S| TWO7P
0750100HP-06 | 0.750 | 3/4 = 100 | 134 | 161 | 220 | 449 | XOLIT077T205-L1[]
0812100HP-07 | 0812 | 136 | 1.00 | 134 | 177 | 220 | 472 | SP[1T090308-(1]
FTKA02565 = TWO7S
0875100HP-07 | 0875 @ 7/8 | 100 | 134 | 185 | 220 480 | XOLIT090305-[]]
0937125HP-09 | 0937 | 1516 @ 125 | 173 | 201 | 236 | 524
1000125HP-09 | 1.000 | 1 125 | 173 | 209 | 236 | 531
SPLT090308-[ 1]
1031125HP-09 | 1031 1 1/82 125 | 178 | 217 | 236 | 539 yo=roensoe ) | FTKAGS07 | TW09S
1062125HP-09 | 1.062 |1 1/16| 125 | 173 | 224 @ 236 | 551
1125125HP-09 | 1125 | 1 1/8 | 125 | 173 | 240 @ 236 | 571
1187125HP-11 | 1.187 |1 316 | 125 | 173 | 248 @ 236 | 5091
1250125HP-11 | 1250 | 1 1/4 | 125 | 173 | 264 236 606 | SPIT11T308-1]
FTKA03508 | TW15S
1312125HP-11 | 1312 |1 5M16 | 125 | 173 | 272 | 236 | 618 | XOLIT11T306-[]]
1375125HP-11 | 1375  13/8 | 125 @ 173 @ 287 @ 236 634
1437150HP-13 | 1437 |1 746 150 | 189 | 299 | 276 | 693
1500150HP-13 | 1500 | 1 1/2 | 150 | 189 | 315 | 276 | 7.13
SPLIT130410-(1C]
1562150HP-13 | 1562 1916 150 | 1.89 | 331 | 276 | 732 yo=qianane==) | FTKAOAI0 | TW15S
1625150HP-13 | 1625 | 158 150 | 189 | 339 | 276 | 7.40
1687150HP-13 | 1687 111/16 150 & 228 | 358 @ 276 | 7.72
1750150HP-15 | 1750 | 1 3/4 = 150 | 228 | 366 @ 276 | 7.80
1812150HP-15 | 1.812 113/16 150 & 228 & 382 @ 276 | 7.99
SPLIT15M510-[C]
1875150HP-15 | 1875 178 150 | 228 | 398 | 276 | 819 yo=qoavloo=c | FINCO451T | TW20S
1937150HP-15 | 1937 (115/16 150 | 228 | 406 @276 @ 827
2000150HP-15 | 2000 | 2 150 | 268 | 425 276 | 858
2062150HP-18 | 2062 2 1/16 150 | 268 | 433 | 276 | 866
2125150HP-18 | 2125 | 2 1/8 | 150 | 268 | 449 | 276 | 882
2187150HP-18 | 2187 |2 3/16 | 150 | 268 | 465 | 276 | 906 = SP(IT180510-C1]
FTNAO511 | TW20-100
2250150HP-18 | 2250 | 2 1/4 | 150 | 268 | 476 | 276  9.17 | XOLIT180508-L]L]
2313150HP-18 | 2313 2516 150 | 268 | 500 | 276 | 9.41
2375150HP-18 | 2375 | 23/8 150 | 268 | 512 | 276 | 953
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] KING DRILL-3D

- Jd| dd2

02

é

(inch)

Des| t oD od ad 0 0 L I . Screw Wrench
esignation 1 2 1 2 nser &@ /

K3DA | 0484075HP-04 | 0484 | 31/64 | 075 | 098 | 154 197 | 406
0500075HP-04 | 0500 = 1/2 | 075 | 098 | 165 | 197 | 417
0531075HP-04 | 0531 | 17/32 | 075 | 098 | 165 | 197 | 417
0562075HP-05 | 0.562 | 9/16 | 075 | 098 | 1.77 | 197 | 433 | SP[1T050204-( 1]
0625075HP-05 | 0625 = 58 | 075 | 098 | 201 | 197 | 461 | XOLIT050204-[]C]
0687100HP-06 | 0.687 | 11716 | 1.00 | 134 | 213 | 220 | 496 | SP[T060205-(1 ]
0750100HP-06 | 0.750 = 3/4 = 100 | 134 | 236 | 220 | 524 | XOLIT060204-[][]
0812100HP-07 | 0812 | 1316 | 1.00 = 134 | 260 | 220 | 555 | SP[To7T208- 1]
0875100HP-07 | 0875 | 7/8 | 100 | 134 | 272 | 220 | 567 | XOLIT071205-L1[]
0937125HP-09 | 0937 1516 125 | 173 | 295 | 236 | 6.18
1000125HP-09 | 1.000 | 1 125 | 173 | 307 | 236 | 630
1031125HP-09 | 1.031 |1 1/32 | 125 | 173 | 319 | 236 | 642
1062125HP-09 | 1.062 |1 116 | 125 | 173 | 331 | 236 | 657
1125125HP-09 | 1.125 | 1 1/8 | 125 | 173 | 354 236 | 685
1187125HP-11 | 1.187 (1316 | 125 | 173 | 366 | 236 | 7.09
1250125HP-11 | 1250 1 1/4 | 125 | 173 | 390 | 236 | 7.32 | SPCIT11T308-1]
1312125HP-11 | 1312 |1 5/6 125 | 173 | 402 @ 236 | 7.48 | XOLIT11T306-LI]
1375125HP-11 | 1375 | 138 | 125 | 173 | 425 @ 236 | 7.72
1437150HP-13 | 1437 |1 746 | 150 | 189 | 441 | 276 | 835
1500150HP-13 | 1500 | 1 1/2 | 150 | 189 | 465 | 276 862
1562150HP-13 | 1562 |1 9/16 | 150 | 189 | 488 | 276 & 890
1625150HP-13 | 1625 158 | 150 | 189 | 500 | 276 & 9.02
1687150HP-13 | 1.687 11116 150 | 228 | 528 & 276 | 941
1750150HP-15 | 1750 | 1 34 | 150 | 228 | 539 | 276 953
1812150HP-15 | 1.812 11346 150 | 228 | 563 @ 276 | 9.80
1875150HP-15 | 1.875 178 | 150 | 228 | 587 | 276 | 10.08
1937150HP-15 | 1.937 115/6| 150 | 228 & 598 | 276 | 10.20
2000150HP-15 | 2.000 2 150 | 268 | 626 | 276 | 1059
2062150HP-18 | 2.062 2 1/16 150 | 268 | 638 | 276 | 10.71
2125150HP-18 | 2125 | 2 1/8 | 150 | 268 | 661 | 276 | 1094
2187150HP-18 | 2187 |2 3/16 | 150 @ 268 | 685 | 276 | 11.26 | SPIT180510-(1]
2250150HP-18 | 2250 | 2 1/4 = 150 | 268 | 701 | 276 | 1142 = XOLIT180508-L1LJ
2313150HP-18 | 2.313 |2 516 150 | 268 | 7.32 | 276 | 11.73
2375150HP-18 | 2.375 | 23/8 @ 150 | 268 | 748 | 276 | 11.89

SPLIT040204-[1[]

XOLJT040204-[1[] FTNA0204 TWosP

FTNA0204 TWO6P

FTKA02206S| TWO7P

FTKA02565 TWO07S

SPLIT090308-[ L]

XO[JT090305-[1[] FTKAO307 TW0SS

FTKAO03508 | TW15S

SPLIT130410-1]

XOLT130406-J] | T TRAD410 | TWISS

SPLIT15M510-LC]

XO[TT15Ms08-CJ] | FTNCO45TT | TW20S

FTNAO511 | TW20-100
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] KING DRILL-4D

-
fffffff — 774}—7—7—75—%1 @d2
M
01 02
L
(inch)
Desl " oD od od 0 0 L I A Screw Wrench
esignhation 1 2 nser )
9 i & S
K4DA | 0484075HP-04 | 0484 | 31/64 | 075 | 098 | 201 | 197 | 453 - -
SPLIT040204-
0500075HP-04 | 0500 | 12 | 075 | 098 | 217 | 197 | 469 | yo—roaoon,— | FTNA0204 | TWO6P
0531075HP-04 | 0531 | 17/32 | 075 | 098 | 217 | 197 | 469
0562075HP-05 | 0.562 | 916 | 075 | 098 | 232 | 197 | 488 | SP[IT050204-C1
FTNA0204 |  TWOBP
0625075HP-05 | 0625 | 58 | 075 | 098 | 264 | 197 524 | XOLIT050204-[]]
0687100HP-06 | 0.687 | 11/16 = 100 | 134 | 280 | 220 | 563 | SP(IT07T208-[ ]
FTKA02206S| TWO7P
0750100HP-06 | 0750 | 3/4 = 100 | 134 | 311 | 220 | 598 | XOLIT07T205-L1[]
0812100HP-07 | 0.812 | 13/16 | 100 | 134 | 343 | 220 | 638 | SP[T090308-1 ]
FTKA02565 = TWO7S
0875100HP-07 | 0875 | 7/8 | 100 | 134 | 358 | 220 | 654  XOLIT090305-[]LJ
0937125HP-09 | 0937 | 1516 | 125 | 173 | 390 | 236 | 7.13
1000125HP-09 | 1.000 & 1 125 | 173 | 406 236 @ 728
SPLT090308-[ 1]
1031125HP-09 | 1031 |11/82 125 | 178 | 421 | 236 | 744 | yorocea == | FTKAO307 | TWO09S
1062125HP-09 | 1.062 |1 116 125 | 173 | 437 @ 236 @ 764
1125125HP-09 | 1125 | 1 1/8 | 125 | 173 | 469 @ 236 | 7.99
1187125HP-11 | 1187 |1 316 125 @ 173 | 484 @ 236 & 827
1250125HP-11 | 1250 1 1/4 | 125 | 173 | 516 | 236 858 | SPIT11T308-1]
FTKA03508 = TW15S
1312125HP-11 | 1312 1516 125 | 173 | 531 | 236 | 878 | XOLIT11T306-[]]
1375125HP-11 | 1375 138 | 125 @ 173 | 563 236 | 9.09
1437150HP-13 | 1437 |1 76| 150 | 189 | 583 | 276 | 976
1500150HP-13 | 1500 | 1 1/2 150 | 189 | 614 | 276 | 10.12
SPLIT130410-JC]
1562150HP-13 | 1562 1916 150 | 1.89 | 646 | 276 | 1047 yo=ro i == | FTKA4I0 | TW15S
1625150HP-13 | 1625 | 158 | 150 | 1.89 | 661 | 276 | 10.63
1687150HP-13 | 1.687 |111/16| 150 | 228 @ 697 | 276 | 11.10
1750150HP-15 | 1750 | 1 3/4 | 150 | 228 @ 7143 | 276 | 11.26
1812150HP-15 | 1.812 (11316 150 | 228 | 744 | 276 | 1161
SPLIT15M510-]C]
1875150HP-15 | 1875 178 150 | 228 | 776 | 276 | 1.97 yo=pvloo == | FINCO4511 | TW20S
1937150HP-15 | 1937 (1156 150 | 228 | 791 | 276 | 1213
2000150HP-15 | 2000 | 2 150 | 268 | 827 @ 276 | 1260
2062150HP-18 | 2062 | 2 116 | 150 | 268 | 843 | 276 | 1276
2125150HP-18 | 2125 | 2 1/8 | 150 | 268 | 874 | 276 | 13.07
2187150HP-18 | 2187 | 23/16 150 @ 268 | 906 | 276 | 1346 | SP[IT180510-C1]
FTNAO511 | TW20-100
2250150HP-18 | 2250 | 2 1/4 | 150 | 268 | 925 | 276 1366 XOLIT180508-L]L]
2313150HP-18 | 2313 |2 516 | 150 | 268 | 965 | 276 | 14.06
2375150HP-18 | 2375 | 23/8 | 150 | 268 | 984 | 276 1425
KING DRILL 17



KING DRILL

2] KING DRILL-5D

o -
o0 feee — g—@m 2da
1 M
01 02
L
é (inch)
Desl " oD od od 0 0 L I . Screw Wrench
esignhation 1 2 nser
] S & |
K5DA | 0484075HP-04 | 0484 31/64 = 075 | 098 248 & 197 | 500 - -
SPLIT040204-
0500075HP-04 | 0500 | 12 | 075 | 098 | 248 | 197 | 500 | yo=roiooor== | FTNA0204 | TWOEP
0531075HP-04 | 0531 | 17/32 | 075 | 098 | 268 | 197 | 520
0562075HP-05 | 0.562 | 9/16 | 075 | 098 | 287 | 197 | 543 | SP[1T050204-( 1]
FTNA0204 |  TWOBP
0625075HP-05 | 0625 | 58 | 075 | 098 | 327 | 197 587 | XOLIT050204-[]]
0687100HP-06 | 0.687 | 11716 | 1.00 = 134 | 346 | 220 | 630 | SP[TO7T208- 1]
FTKA02206S| TWO7P
0750100HP-06 | 0.750 | 3/4 | 100 | 134 | 386 | 220 | 673 | XOLIT07T205-[1[]
0812100HP-07 | 0812 | 1316 | 100 | 134 | 425 | 220 | 720 | SP[1T090308-(1]
FTKA02565 | TWO7S
0875100HP-07 | 0875 | 7/8 | 100 | 134 | 445 | 220 | 7.40 | XOLIT090305-[]]
0937125HP-09 | 0937 | 1516 | 125 | 173 | 484 | 236 | 807
1000125HP-09 | 1.000 | 1 125 | 173 | 504 | 236 | 827
SPL]T090308-1]
1031125HP-09 | 1031 11/82 125 | 173 524 236 | 846 | yo=roooaoe o) | FTKAOS07 | TW09S
1062125HP-09 | 1.062 1 146 125 | 173 | 543 | 236 | 870
1125125HP-09 | 1125 1 1/8 | 125 | 173 | 583 | 236 | 9.13
1187125HP-11 | 1187 (1316 125 | 173 | 602 | 236 | 945
1250125HP-11 | 1250 1 1/4 | 125 | 173 | 642 | 236 | 984 | SPCIT11T308-1]
FTKA03508 = TW15S
1312125HP-11 | 1312 | 1516 125 | 173 | 661 | 236 | 1008 XOLIT11T306-LIL]
1375125HP-11 | 1375 | 138 125 | 173 | 701 | 236 | 1047
1437150HP-13 | 1.437 |1 716 | 150 | 189 | 7.24 | 276 | 11.18
1500150HP-13 | 1500 | 1 1/2 | 150 | 189 | 7.64 | 276 | 1161
SPLIT130410-[1C]
1562150HP-13 | 1562 (1916 150 | 1.89 | 803 | 276 1205 yo=riaoaoer ) | FTKAO4I0 | TW15S
1625150HP-13 | 1625 | 158 150 | 189 | 823 | 276 | 12.24
1687150HP-13 | 1687 |111/16| 150 & 228 | 866 | 276 | 12.80
1750150HP-15 | 1750 | 1 3/4 | 150 @ 228 | 886 | 276 | 12.99
1812150HP-15 | 1.812 |113/16| 150 & 228 | 925 | 276 | 1343
SPLIT15M510-[[]
1875150HP-15 | 1875 | 178 150 | 228 | 965 | 276 1386 yo=rimvmosl] | FTNCO4511 | TW20S
1937150HP-15 | 1937 (11516 150 | 228 | 984 | 276 | 14.06
2000150HP-15 | 2000 = 2 150 | 268 | 1028 | 276 | 14.61
2062150HP-18 | 2062 |2 1/16 | 150 | 268 | 1047 | 276 @ 14.80
2125150HP-18 | 2125 | 2 1/8 | 150 | 268 | 1087 | 276 | 1520
2187150HP-18 | 2187 |2 3/16 | 150 @ 268 | 11.26 | 276 | 1567 | SPIT180510-(1]
FTNAO511 | TW20-100
2250150HP-18 | 2250 | 2 1/4 | 150 | 268 | 11.50 | 276 @ 1591 & XOLIT180508-L]L]
2313150HP-18 | 2313 |2 516 | 150 | 268 | 1197 | 276 | 16.38
2375150HP-18 | 2375 | 23/8 | 150 | 268 | 1220 | 276 | 16.61
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KING DRILL - For Large Diameter Drilling

m Cartridge type for @2.40~03.94 drilling.
® Peripheral cartridge can adjust the drilling diameter within 0.197inch.
® Easy to adjust drilling diameter with adjusting bolt.

Holder

Adjusting bolt

Adjusting bolt

Adjusting washer(0.02inch)

Adjusting washer(0.04inch)

Peripheral cartridge

P KING DRILL Parts (For large diameter drilling)

r

,.*"I’ |

Screw

Insert

Cartridge

Washer

Cartridge fixing bolt

Adjustment Adjusting Washer
@(inch) Designation Width(inch)

0.04 WAO0305 0.020
0.08 WA0310 0.040
0.12 WAO0305 + WA0310 0.059
0.16 WAO0310 x 2 0.079
0.20 WAO0305 + WA0310 x 2 0.098

# Adjusting washer adjusts the drilling diameter
within 0.197inch.

Cartridge Range Insert

Internal External (@) Designation Quantity Designation Quantity Screw Wrench
KDC240256C | KDC240256P | 2.40 ~2.56 | XOLJT11T306-[[] 2 SPLIT11T308-] 2 FTKA03508 | TW15S
KDC256276C | KDC256276P | 2.56 ~2.76 | XOLIT130406-1[] 2 SPIT130410-J] 2 FTKA0410 | TW15S
KDC276295C | KDC276295P | 2.76 ~2.95 | XOLIT130406- 1] 2 SPIT130410-1] 2 FTKA0410 | TWI15S
KDC295315C | KDC295315P | 2.95~3.15 | XOLIT130406-1] 2 SPIT130410-1] 2 FTKA0410 | TWI15S
KDC315335C | KDC315335P | 3.15~3.35 | XOLIT15M508-[ ][] 2 SPLIT15M510-L L] 2 FTNC04511 | TW20S
KDC335354C | KDC335354P | 3.35~3.54 | XOLIT15M508-[ ][] 2 SPLIT15M510-L L] 2 FTNC04511 | TW20S
KDC354374C | KDC354374P | 3.54 ~3.74 | XOLIT15M508-[][] 2 SPLIT15M510-L 0] 2 FTNC04511 | TW20S
KDC374394C | KDC374394P | 3.74~3.94 | XOLIT180508-1[] 2 SPLIT180510-[1[] 2 FTNAO511 | TW20-100
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3] KING DRILL - For large diameter drilling

é

(inch)

. . Screw Wrench
Designation oD @d1 | @d2 | O 02 L Insert \&.}, /
K2DA | 240256200HP-11 | 240~256 | 20 | 3.15 | 512 | 3.35 | 10.24 | KDC240256C | KDC240256P | FTKA03508 | TW15S
256276200HP-13 | 256~276 | 2.0 | 346 | 551 | 3.35 | 10.63 | KDC256276C | KDC256276P | FTKA0410 TW15S
276295200HP-13 | 2.76 ~2.95 | 2.0 346 | 591 | 3.35 | 11.02 KDC276295C | KDC276295P | FTKA0410 TW15S
295315200HP-13 | 295~3.15 | 20 | 346 | 6.30 | 3.35 | 11.42 | KDC295315C | KDC295315P | FTKA0410 TW15S
315335200HP-15 | 3.15~335 | 20 | 346 | 6.69 | 3.35 | 11.81 | KDC315335C | KDC315335P | FTNC04511 | TW20S
335354200HP-15 | 3.35~354 | 20 | 3.74 | 7.09 | 3.35 | 12.20 | KDC335354C | KDC335354P | FTNC04511 | TW20S
354374200HP-15 | 3.54~3.74 | 2.0 3.74 | 748 | 3.35 | 12.60 | KDC354374C | KDC354374P | FTNC04511 TW20S
374394200HP-18 | 3.74~3.94 | 20 3.74 | 7.87 | 3.35 | 12.99  KDC374394C | KDC374394P | FTNA0511 | TW20-100
K3DA | 240256200HP-11 | 240~256 | 2.0 | 3.15 | 768 | 3.35 | 12.80 | KDC240256C | KDC240256P | FTKA03508 & TW15S
256276200HP-13 | 256 ~2.76 | 2.0 346 | 827 | 3.35 | 13.39 | KDC256276C | KDC256276P | FTKA0410 TW15S
276295200HP-13 | 2.76 ~2.95 | 20 | 346 | 886 | 3.35 | 13.98 | KDC276295C | KDC276295P | FTKA0410 TW15S
295315200HP-13 | 295~3.15 | 2.0 | 346 | 945 | 3.35 | 1457 | KDC295315C | KDC295315P | FTKA0410 TW15S
315335200HP-15 | 3.15~335 | 2.0 | 346 | 10.04 | 3.35 | 15.16 | KDC315335C | KDC315335P | FTNC04511 | TW20S
335354200HP-15 | 3.35~354 | 20 | 3.74 | 1063 | 3.35 | 15.75 | KDC335354C | KDC335354P | FTNC04511 | TW20S
354374200HP-15 | 354~374 | 20 | 374 | 11.22 | 3.35 | 16.34 | KDC354374C | KDC354374P | FTNC04511 | TW20S
374394200HP-18 | 3.74~394 | 20 | 374 | 11.81 | 3.35 | 16.93 | KDC374394C | KDC374394P | FTNAO511 | TW20-100
K4DA | 240256200HP-11 | 240~256 | 20 | 3.15 | 1024 | 3.35 | 15.35 | KDC240256C | KDC240256P | FTKA03508 | TW15S
256276200HP-13 | 256~276 | 2.0 | 346 | 11.02 | 3.35 | 16.14 | KDC256276C | KDC256276P | FTKA0410 TW15S
276295200HP-13 | 2.76 ~2.95 | 2.0 346 | 11.81 | 3.35 | 16.93  KDC276295C | KDC276295P | FTKA0410 TW15S8
295315200HP-13 | 295~3.15 | 2.0 | 346 | 1260 | 3.35 | 17.72 | KDC295315C | KDC295315P | FTKA0410 TW15S
315335200HP-15 | 3.15~335 | 2.0 | 346 | 13.39 | 3.35 | 18.50 | KDC315335C | KDC315335P | FTNC04511 | TW20S
335354200-HP15 | 3.35~354 | 2.0 | 3.74 | 1417 | 3.35 | 19.29 | KDC335354C | KDC335354P | FTNC04511 | TW20S
354374200HP-15 | 3.54~3.74 | 2.0 3.74 | 1496 | 3.35 | 20.08 | KDC354374C | KDC354374P | FTNC04511 TW20S
374394200HP-18 | 3.74~394 | 20 | 3.74 | 1575 | 3.35 | 20.87 | KDC374394C | KDC374394P | FTNA0O511 | TW20-100

& KORLOY

Holystar B/D, 1350, Nambusunhwan-ro, Geumcheon-gu, Seoul, 08536, Korea
Tel : +82-2-522-3181 Fax : +82-2-522-3184, +82-2-3474-4744 Web : www.korloy.com E-mail : export@korloy.com

& KORLOY AMERICA

620 Maple Avenue, Torrance, CA 90503, USA
Tel : +1-310-782-3800 Toll Free : +1-888-711-0001 Fax : +1-310-782-3885
www.korloyamerica.com  E-mail : sales@korloy.us

& KORLOY EUROPE

Gablonzer Str. 25-27, 61440 Oberursel, Germany
Tel : +49-6171-277-83-0  Fax : +49-6171-277-83-59
www.korloyeurope.com  E-mail : sales@korloyeurope.com

& KORLOY INDIA

Plot NO.415, Sector 8, IMT Manesar, Gurgaon 122051, Haryana, INDIA

Tel : +91-124-4391790  Fax : +91-124-4050032

www.korloyindia.com  E-mail : sales.kip@korloy.com

& KORLOY BRASIL

Av. Aruana 280, conj.12, WLC, Alphaville, Barueri,

CEP06460-010, SP, Brasil
Tel : +#55-11-4193-3810  E-mail : vendas@korloy.com
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