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TAW Drill

MIRACLE coating displays high welding resistance 
therefore it can be used for machining a wide range of 
workpiece materials such as Plain steels, Mild steels, 
Carbon steels,Stainless steels and Cast iron.

Grade for high rigidity and longer tool life

Indexable insert drill, yet always
stable drilling

Stable drilling with indexable drill

MIRACLE  Coated VP15TF
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Economy Easy handling

Insert with
extraordinary tool life High durability body

Unique design ensures extreme sharpness and accuracy

Exclusive design cutting edge
enables superior chip control

Undulating Cutting Edge

Indexable Insert Drill

Features 

Unique design ensures extreme sharpness and accuracy

Original serrated geometry
maintains accuracy

Insert with
extraordinary tool life

Economy

Use of MIRACLE   coated VP15TF  delivers

exceptional tool life.

Micro-grain

cemented

carbide

TF15

coating

(Al,Ti)N

VP15TF

Welding-resistant MIRACLE   coated                           

                    can be used in a wide range of 

materials from general steel to carbon steel, 

alloy steel, stainless steel, cast iron etc.

No Regrinding

Reduced Stock

Eliminates burdensome regrinding and recoating 
of brazed drills. 

Eliminates quality trouble that may occur in regrinding 
of brazed drills. (Decreased tool life resulting from 
dimensional changes after regrinding)

Reduces stock of holders for each diameter inserts 

as inserts with different diameters can be installed 

on the same body which is more economical.

Cutting edge shape

VP15TF
Features of 

Mitsubishi's Unique Serration Geometry

Easy handling
Can replace an insert easily just by loosening

    a clamp screw.

High durability body
Special surface treatment applied to high heat resistant 

special alloy steel body increases resistance to 

corrosion and abrasion. 

Concave part of insert engineered 
into cutting edge achieves sharp 
cutting performance.
Convex part of insert allows for 
strong cutting edge.

Mitsubishi's unique serration 

structure allows excellent clamping 

accuracy to be maintained. 

MIRACLE

TAW Drill
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Cutting Performance

SURFACE ROUGHNESS

POWER CONSUMPTION
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Drill Diameter (inch)

LIFE OF INSERT

<Cutting conditions>

Workpiece : ANSI 1045(150 - 180HB)

Drill Diameter : ø20mm(L/D=5)

Cutting Speed : 260SFM

Coolant : Emulsion 10%

Pressure : 0.5MPa(Internal Coolant)

<Cutting conditions>

Workpiece : ANSI 1045(150 - 180HB)

Drill Diameter : ø20mm(L/D=5)

Cutting Speed : 260SFM

Coolant : Emulsion 10%

Pressure : 0.5MPa(Internal Coolant)
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Brazed type drill(Our product)

Competitor A`s insert type drill

TAW Drill

Brazed type drill(Our product)

Competitor A`s insert type drill

TAW Drill

<Cutting conditions>

Workpiece : ANSI 1045(150 - 180HB)

Drill Diameter : ø20mm(L/D=5)

Cutting speed : 330SFM

Feed : .010IPR

Coolant : Emulsion 10%

Pressure : 0.5MPa(Internal Coolant)

<Cutting conditions>

Workpiece : ANSI 1045(150 - 180HB)

Cutting speed : 260SFM

Coolant : Emulsion 10%

Pressure : 0.5MPa(Internal Coolant)

Cutting length (ft)

Competitor A`s
insert type drill

Brazed type drill
(MITSUBISHI)

TAW Drill
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TAWDrill
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INDEXABLE INSERT DRILL

: Inventory maintained.

Order Number Order Number
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Holder Insert Dimensions (inch)

Drill Dia.

(inch)

Stock

Clamp Screw Wrench Plate Anti-seize
Lubricant

INCH STANDARD

Internal Coolant
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Drill Dia.
Stock

Clamp Screw Wrench Plate Anti-seize
Lubricant

INCH STANDARD

Internal Coolant
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TAWDrill

S1L2VP15TF D1
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INDEXABLE INSERT DRILL

Geometry Order Number
Stock Dimensions (inch) Applicable Holder

Inch Metric

INSERTS
INCH STANDARD

: Inventory maintained. (2 inserts in a case)
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TAWDrill
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METRIC STANDARD

Order Number Order Number

S
to

c
k

Holder Insert Dimensions (mm)

Drill Dia.
Stock

Clamp Screw Wrench Plate Anti-seize
Lubricant

H
o
le

 D
e
p
th

(mm)

Internal Coolant

: Inventory maintained. : Inventory maintained in Japan.



7

TAWDrill
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INDEXABLE INSERT DRILL

: Inventory maintained. : Inventory maintained in Japan.
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Holder Insert Dimensions (mm)

Drill Dia.
Stock
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Lubricant

H
o
le

 D
e
p
th

(mm)



8

S1L2VP15TF D1
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Geometry Order Number
Stock Dimensions (mm) Applicable Holder

Inch Metric

INSERTS
METRIC STANDARD

: Inventory maintained. (2 inserts in a case)
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TAWDrill

S1L2VP15TF D1
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INDEXABLE INSERT DRILL

Geometry Order Number
Stock Dimensions (mm) Applicable Holder

Inch Metric

: Inventory maintained. (2 inserts in a case)
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RECOMMENDED CUTTING CONDITIONS

Mild Steel 

Carbon Steel

Alloy Steel

Stainless Steel

Cast Iron

Ductile Cast Iron

Workpiece

Drill Diameter

Conditions

Hardness

Tensile Strength

Cutting Speed Feed Cutting Speed Feed FeedCutting Speed

Mild Steel 

Carbon Steel

Alloy Steel

Stainless Steel

Cast Iron

Ductile Cast Iron

Workpiece

Drill Diameter

Conditions

Hardness

Tensile Strength

Tensile Strength

FeedCutting Speed Cutting Speed Feed FeedCutting Speed
(inch/rev) (SFM) (inch/rev)(SFM) (inch/rev)(SFM)

(inch/rev)(SFM)(SFM) (inch/rev)(inch/rev)(SFM)

Notes on Use

INSERT INSTALLATION

NOTE ON INSERT REPLACEMENT

. Loosen clamp screw of holder to install insert.

. Mesh the insert serration to holder grooves.

. Fasten the clamp screw using the provided torque wrench while holding rake face of the insert lightly with your thumb. (Figure 1)

. Check that there is no clearance between the insert bottom and holder flute end. (Figure 2)

. Clean insert guide grooves of a used holder by blowing air before installing a new insert. 

 Remove heavy dirt in the holder serration and holder slits using the provided plate.

Figure 1 Figure 2

Clearance

NG

Tensile Strength



Tsukuba Plant

ISO 9001-2000

Registration No. JSAQ 080

Gifu Plant

ISO 9001-2000

Registration No. JSAQ 094

Tsukuba Plant

ISO 14001-1996

Registration No. JSAE 036

Registration No. 00GRC-EA010 Gifu Plant

Mitsubishi Carbides Home page : 
(Tools specifications subject to change without notice.) Printed in U.S.A. 09/04

Av. La Cañada No.16, Parque Industrial Bernardo Quintana, El Marques, Queretaro, CP 76246 Mexico
TEL. 011-52-442-221-6136/011-52-442-221-6137/011-52-442-221-6150    FAX. 011-52-442-221-6134

17401 Eastman Street, Irvine, California 92614, U.S.A

TEL. 949-862-5100    FAX. 949-862-5180

Customer Service: (800)523-800    Technical Support: (800)486-2341

Chicago Branch Office: 2401 Hassell Road, Northwest Tech Centre, Suite 1540, Hoffman Estates, Illinois 60195, U.S.A

TEL. 847-285-6900    FAX. 847-285-3405

Detroit Branch Office:   39303 Country Club Drive, Suite A-1, Farmington Hills, Michigan 48331, U.S.A

TEL. 248-489-1000    FAX. 248-489-3008

Toront Branch Office:    6535 Millcreek Drive, Unit 63 & 64, Mississauga, Ontario, Canada L5N 2M2

TEL. 905-814-0240    FAX. 905-814-0245
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TAWDrill

Alloy Steel

0 200 400 600

ø16.1

Holder

Insert (Grade)

Cutting Speed (SFM)

Feed (IPR)

Revolution (min-1)

Feed Rate (inch/min)

Workpiece

Component

Coolant

Machine Shank Type

Result
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APPLICATION EXAMPLES

W.S.O (Internal coolant)

Machining center

Ring gear

W.S.O (Internal coolant)

Machining center

Ring

Competitor's

Competitor's

No. of hole

Competitor's

No. of hole

Holder

Cutting Speed (SFM)

Feed (IPR)

Revolution (min-1)

Feed Rate (inch/min)

Workpiece

Component

Coolant

Machine Shank Type

Result

W.S.O (Internal coolant)

NC lather

Bit

No. of hole

TAWDrill

Insert (Grade)

TAWDrill

TAWDrill

For your safety
Do not touch cutting or chips without wearing gloves. Use tools under recommended cutting conditions, and exchange tools before excessive wear occurs. Chips become extremely hot, scattered over 

and may be stretched. Ensure safety guards and goggles are used. In case of using non-water soluble oil, make sure to have a fire prevention countermeasure. Use the provided wrench spanner, and 

ensure the inserts and spare parts are damped securely.

INDEXABLE INSERT DRILL

W.S.O (Internal coolant)

Machining center

Machine parts

Competitor's

No. of hole

TAWDrill


