4645855 2R solid Carbide Drills

S WAL o[ =pti= B End Mill Shank-Solid Carbide High Speed Drills

° | | FE+XRE
o o) R P
ERAME :

BERE Pl S2f - BEE - SEEE 5 g
EHRERE  HAH ‘ T
‘

Applicable materials :
Structural Steels, Mild Steels, Alloy Steels, L
Hardened Steels, Extra Hard Steels, Ductile
Cast Iron, Mold Steels
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mm mm mm mm mm mm mm mm mm mm mm mm
2.0 44 13 3 6.0 72 29 6 10.0 93 44 10
2.1 44 13 3 6.1 75 32 8 10.1 100 44 12
2.2 44 13 3 6.2 75 32 8 10.2 100 44 12
2.3 44 13 3 6.3 75 32 8 10.3 100 44 12
2.4 46 15 3 6.4 75 32 8 10.4 100 44 12
2.5 46 15 3 6.5 75 32 8 10.5 100 44 12
2.6 46 15 3 6.6 75 32 8 10.6 100 44 12
2.7 48 17 3 6.7 75 32 8 10.7 104 48 12
2.8 48 17 3 6.8 78 35 8 10.8 104 48 12
2.9 48 17 3 6.9 78 35 8 10.9 104 48 12
3.0 48 17 3 7.0 78 35 8 11.0 104 48 12
3.1 50 19 4 7.1 78 85 8 11.1 104 48 12
3.2 50 19 4 7.2 78 35 8 11.2 104 48 12
3.3 50 19 4 7.3 78 35 8 11.3 104 48 12
3.4 52 21 4 7.4 78 35 8 11.4 104 48 12
3.5 52 21 4 /D 78 35 8 11.5 104 48 12
3.6 52 21 4 7.6 78 35 8 11.6 104 48 12
3.7 52 21 4 7.7 78 35 8 11.7 104 48 12
3.8 52 21 4 7.8 78 35 8 11.8 104 48 12
3.9 52 21 4 7.9 78 35 8 11.9 104 48 12
4.0 52 21 4 8.0 78 35 8 120 104 48 12
4.1 63 21 6 8.1 87 38 10 12.1 105 50 14
4.2 63 21 6 8.2 87 38 10 122 105 50 14
4.3 63 21 6 8.3 87 38 10 123 105 50 14
4.4 68 25 6 8.4 87 38 10 124 105 50 14
4.5 68 25 6 8.5 87 38 10 125 105 50 14
4.6 68 25 6 8.6 90 41 10 12.6 105 50 14
4.7 68 25 6 8.7 90 41 10 12.7 105 50 14
4.8 70 27 6 8.8 90 41 10 128 105 50 14
4.9 70 27 6 8.9 90 41 10 12.9 105 50 14
5.0 70 27 6 2.0 90 41 10 13.0 105 50 14
5.1 70 27 6 9.1 90 41 10
5.2 70 27 6 9.2 90 41 10
5.3 70 27 6 9.3 90 41 10
5.4 72 29 6 9.4 90 41 10
59 72 29 6 9.5 90 41 10
5.6 72 29 6 9.6 93 44 10
5.7 72 29 6 9.7 93 44 10
58 72 29 6 9.8 93 44 10
5.9 72 29 6 9.9 93 44 10

x : MEGE  KREDEEIH - UIBIEFER 28R P66

% In case of no stock of desired items, production should Cutting data Péé

be based on minimum quantity as specified.
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464555 2A Solid Carbide Drills

WD — $5HBFEEa D HIMET Cutting Conditions of Solid Carbide Drills

iR EESIL High Speed Wet Drilling
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SS41 S45C (28~40HRC) (40~52HRC) FCD
PIHIEE
Cutting Speed 100 100 90 65 45 90
V m/min
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Dia Of Diill RP.M. Feedmm/mn R.P.M. Feedmm/mn R.P.M. Feedmm/mn R.P.M. Feedmm/mn R.P.M. Feedmm/mn R.P.M.  Feed mm/min
3 10500 630 10500 1000 9500 920 6900 700 4800 410 9500 550
4 8000 600 8000 980 7000 850 5000 640 3500 380 7000 510
5 6400 560 6400 920 5700 820 4000 600 2800 360 5700 490
6 5200 520 5200 850 4800 780 3400 580 2400 340 4800 470
7 4500 500 4500 820 4100 750 3000 580 2000 320 4100 450
8 4000 500 4000 800 3500 700 2500 530 1800 320 3500 420
9 3500 470 3500 770 3200 700 2300 530 1600 310 3200 420
10 3200 460 3200 770 2800 670 2000 500 1400 300 2800 400
11 2900 450 2900 770 2600 660 1850 490 1300 290 2600 400
12 2600 430 2600 740 2400 650 1700 480 1200 290 2400 390

ET(#EF0T  Dry Driling
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SS41 $45C (28~40HRC) (40~52HRC) FCD
CIHIERE
Cutting Speed 70 65 60 32 20 60
V- m/min
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Dia Of Drill R.P.M. Feedmm/mn R.P.M. Feedmm/mn R.P.M. Feedmm/mn R.P.M. Feedmm/mn R.P.M. Feedmm/mn  R.P.M.  Feed mm/min
3 7400 350 6900 470 6400 440 3400 240 2100 120 6400 370
4 5500 330 5000 430 4800 410 2500 220 1600 120 4800 350
5 4400 310 4000 400 3800 380 2000 210 1300 110 3800 330
1 3700 300 3400 390 3200 360 1700 200 1050 100 3200 310
7 3200 280 3000 380 2700 340 1450 200 900 100 2700 300
8 2700 260 2500 350 2400 340 1250 180 800 100 2400 290
9 2500 260 2300 350 2100 320 1100 180 700 90 2100 280
10 2200 250 2000 340 1900 320 1000 180 650 90 1900 270
11 2000 250 1850 330 1700 300 900 170 580 90 1700 270
12 1850 250 1700 320 1600 300 850 170 530 90 1600 270
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B Not recommended for long chip machining for Aluminum Alloy and Stainless Steel.

| |n case vibration or abnormal sound occurs on workpiece or machine, change machining conditions.

B When performing dry drilling, apply air for cooling and chip removing, care should be taken to avoid burned by hot chips.
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