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This drill meets high efficiency drilling of hardened material.
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BR 2R |YVYVIR| EE | SEME BR =R |YYVIR| HE | SEEIE
e L Ds Stock Price e L Ds Stock Price
2.0 12 44 3 [ ] 2480 8.0 37 81 8 [ ) 11,300
2.1 12 44 3 [ ] 2,660 8.1 37 87 10 | =
2.2 13 45 3 0J - 8.2 37 87 10 0J -
23 13 45 3 | = 8.3 37 87 10 | =
2.4 14 46 3 ] - 8.4 37 87 10 0] -
25 14 46 3 [ ] 2,660 8.5 37 87 10 [ ] 12,000
2.6 14 46 3 [ ] 2,660 8.6 40 90 10 [ ) 12,500
27 16 48 3 | = 8.7 40 90 10 | =
2.8 16 48 3 ] - 8.8 40 90 10 0J -
2.9 16 48 3 | = 8.9 40 90 10 | =
3.0 16 48 3 [ ] 2,660 9.0 40 90 10 [ ) 12,500
3.1 18 50 4 | = 9.1 40 90 10 | =
3.2 18 50 4 O - 9.2 40 90 10 ] -
3.3 18 50 4 | - 9.3 40 90 10 | -
3.4 20 52 4 [ ] 7,170 9.4 40 90 10 ] -
35 20 52 4 [ 7170 9.5 40 90 10 [) 13,200
3.6 20 52 4 O - 9.6 43 93 10 ] -
3.7 20 52 4 | - 9.7 43 93 10 | -
3.8 22 54 4 O - 9.8 43 93 10 ] -
3.9 22 54 4 | - 9.9 43 93 10 | -
4.0 22 54 4 [ ] 7570 10.0 43 93 10 [ ) 13,800
4.1 22 66 6 | - 10.1 43 100 12 | -
4.2 22 66 6 O - 10.2 43 100 12 O -
4.3 24 68 6 [ ) 8,090 10.3 43 100 12 [ ) 14,400
4.4 24 68 6 O - 10.4 43 100 12 O -
4.5 24 68 6 [ ) 8,090 10.5 43 100 12 [ ) 14,400
4.6 24 68 6 | - 10.6 43 100 12 | -
4.7 24 68 6 O - 10.7 47 104 12 [ -
4.8 26 70 6 ] - 10.8 47 104 12 ] -
4.9 26 70 6 ] - 10.9 47 104 12 (] -
5.0 26 70 6 [ ) 8,640 11.0 47 104 12 [ ] 15,000
51 26 70 6 [ ) 9,150 11.1 47 104 12 ] -
5.2 26 70 6 ] - 11.2 47 104 12 [ -
5.3 26 70 6 ] - 11.3 47 104 12 ] -
54 28 72 6 ] - 11.4 47 104 12 [ -
5.5 28 72 6 [ ) 9,150 11.5 47 104 12 [ ) 15,600
5.6 28 72 6 ] - 11.6 47 104 12 L] -
5.7 28 72 6 ] - 11.7 47 104 12 O] -
5.8 28 72 6 ] - 11.8 47 104 12 [ -
5.9 28 72 6 ] - 11.9 51 108 12 0J -
6.0 28 72 6 [ ] 9570 12.0 51 108 12 [ ] 16,100
6.1 31 75 8 [l - D3 HEREFEER T .
6.2 31 75 8 O - Available for Japan customers only.
e o1 Z2 —* = ERER | REE | JU\- 8
6.4 31 75 8 | - Bx: B e RS 135 A §
6.5 31 75 8 D 9570 il a%i | mas@ | o0 AR
6.6 31 75 8 O = §5400, S10C | S45C, SCM440 |  SUJ, NAK SKD, SKH Hardened Steels
6.7 31 75 8 [l - ~ 150HB ~ 225HB ~275HB | 30~40HRC | 40~ 50HRC | 50 ~ B5HRC
6.8 34 78 8 0 - X X X X (@)
6.9 34 78 8 [ ] 10,200
7.0 34 78 8 [ ] 10,200 AT VUM M#aE 753 TIL=E% | i - BEE
7.1 34 78 8 1 -
) 34 78 8 0 - SUS304 SUS420 | Ti/NiAlloys FC/FCD AC/ADC Cu
7.3 34 78 8 | = X X X X X
;‘51 gj ;g g Q ]0,;00 O: BR3E excellent O 3B Good X : i Not Used HEEN (No mark): #E3Z L3 B A Not recommended
7.6 37 81 8 0J -
7.7 37 81 8 1 -
7.8 37 81 8 0J -
7.9 37 81 8 1 -
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Attention on using the milling condition tables

1. Utilize the standard milling conditions shown in the catalogs just as the
general guide, when starting operation.

2. Adjust milling condition when unusual vibration, different sound occur by
cutting.

3. When using low speed machines, use the maximum speed and adjust the
feed rate.

AQDEXS/AQDEXR/AQDEXSL
1) BRBIECD -0 03527, INIERREEDRIRIC KO UIHIRAZ 8%
LTLrEEn

2) DTy MITIEAKEMESHEZERUTHBEa T,

3) RABEIHIBEI DB A C[FEERR XD REZE 20% MFTLREW,

4) RACEUECIEPEE TS, ERFEEZER LBV TLEE,

=20 LER. 2B, AT VUVAHONTICEFRNEETT,

6) AT VU, TUREN 2D #HBZ B E(F 0.6D CEDAT v TiT
Zi7oCTLIEE L),

7) ﬁf/ﬁ]DI@i’%‘& AAROYD K FHREDHICTI 7 ITO—%175TL

8) mREDEIO < TP i\U)Lf}Fr}EB%@)\TIL&DAf%?J)\‘“ BRSO ET
DT, BHANRZETO TS

9) CODUHIEHRIE, TNBIFTRS SD LURICERALEE L,

10) 78IRS 3D ZHBZ D IBEICIFEERE & XD REZ 20% FFTLEE L,

11) AQDEXSL (& AQDEXS DRARHFICH LT, BlEEHZ 25%., EDR
B A5% NIFTL e

12) 7WBIFFESH 3D %LK%%ARIE}CZT‘J77JDI78_:ﬁD’C<7L

18) AT v TEDFRDLEEFTRELTL TJEL\

14) 27 v 78305~ 1D ZBRICLTLEETW, 2 AQDEXL (F.0.2

~0.5D <51 Td,
15) RUJLDIRNZ 0.02mm BIRIC,

BRYEIDBE(CIF 0.0Tmm UTIC
BERATTFvvFILTLEEN
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1) Adjust drilling condition according to the rigidity of machine or work clamp
state.

2) Wet condition are for drilling with water soluble cutting fluid.

3) In non water soluble cutting fluid, reduce the rotation and feed by 20%

4) Do not use the high speed drilling in wet condition in using non water
soluble cutting fluid.

5) Drilling Aluminum Alloys, Light Metals, Stainless Steels are not
recommended.

6) Drilling the step feed in stainless steels when hole depth more then 2 X D
deep, step feed interval is about 0.5 X D.

7) Use air blow for cooling and the chips exclusion in dry process.

8) By sparks during cutting, or heat by breakage, or hot chips, there is danger
of fire. Take fire prevention measures.

9) Use the table values for drilling depths under 3 X D.

10) When for hole depth more then 3 X D, reduce the rotation and feed by
20%.

11) AQDEXSL reduce the rotation to 75% and feed to 55% for table values of
AQDEXS conventional condition.

12) When for hole depth more then 3 X D deep, add step seediing.

13) In step feed, return to the entrance hole.

14) Step feed interval is about 0.5~ 1 X D. In small diameter and AQDEXSL,
about 0.2 ~0.5 X D.

15) Adjust the drill run out to 0.02mm or less, in high speed drilling, adjust the
drill run out to 0.0 1mm or less.
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#HEIFTES  Work Hardness
1)
Work Material
50 ~ 55HRC 55 ~ B0HRC 60 ~ B65HRC B65HRC ~
ER Bl XD HRE [EE3 XD RE Bk XD RE Bk EDRE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min'!) (mm/min)
2 6400 320 4000 160 3200 100 2400 70
3 4200 250 2700 140 2100 85 1600 60
4 3200 260 2000 120 1600 65 1200 48
6 2100 210 1300 100 1100 55 800 32
8 1600 190 1000 100 800 40 600 24
10 1300 160 800 95 640 32 480 19
12 1100 130 660 80 530 27 400 16
AQDH
1) HEAREN Iﬁﬂb'j 00577, IMIEERIEEDRKIRIC KD UIHISR M ZHE 1) Adjust drilling condition according to the rigidity of machine or work clamp
state.
2) &%6%%{3 UROBHMICIE 7 27 RULAS D, PO7 RULLF15% 2) Recommend AQUA Drills Stub, AQUA Drills Regular in drilling work material
HWELUET which hardness is below 50HRC.

3) RSAMT - 91w MITEBAURHTT. 2720, REWD 60HRC
BLEDQHHIFFD Ty FTIHTULTLEEL,

4) COYHIRERE, 78IRS 3D IR ISERLSIEE L,

5) NBIFRE 3D ZHBA DIBAICFEERH XD HE T 30% NI TS,

6) 7BIFRSH 3D ZBA DBAICIFRAT v I TZF70 T IEE L,
2 Uy HIM I TRAIC KD S FHREUNRLED T ENHD F
?'u ZDBEICFFFEDTVREUT CTH > THRAT Y TEDZ LTS

XTV?’LO(J/\(DJ:@%’C%LFC<R¢W
ATV TEE 05~ 1D ZBRICLTLZE L, IR

7)
8) [F0.2~05D<5

W\WCd,
9) FUILDIERNZ 0.02mm U TFCBEXTF v vF I LTS
10) BUNERIFXDEEZ 50% FFTL S0,

3

This table value is used in dry & wet condition, but work material having

over B0HRC hardness is used in wet condition.

4) Use the table values for drilling depths under 3 X D.

5) When for hole depth more then 3 X D, reduce the rotation and feed by

30%

When for hole depth more then 3 X D deep, add step seediing.

However, a work material and drilling condition to Chip removal may be

worse. In that case, add A even if drilling depth 3 X D is as follows.

7) In step feed, return to the entrance hole.

8) Step feed interval is about 0.5 ~ 1 X D. In small diameter, about 0.2 ~ 0.5
X D.

9) Adjust the drill run out to 0.02mm or less.

10) Reduce feed to 50% of table values at starting.
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