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This side lock shank drill is general coated oil-hole drills.
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:ﬁ.‘:E;’A—' T—5HE
GOH [ 2] s«omeor—s75% GOH [H x EEZ
BA(T (Unit) imm/ 3 (%)

il BR | 2R (Vv VIR | Vv IIR| HE | i
2 L es Stock [=glel:] Dc 2 L Ds es Stock [s(el:]

[ ] 32,100 14.0 [ ) 27,000
- 14.1 -
- 14.2 -
- 143 63113 16 48 O =
14.4 -
14.5 [ ) 27,000
- 14.6 -
- 14.7 -
- 14.8 -
- 14.9
[ ] 32,100 15.0
- 15.1 70125
- 15.2 -
- 15.3 -
154
15.5
15.6
- 15.7 -
- 15.8 -
- 15.9
25,700 16.0
- 16.1
- 16.2
- 16.3
- 16.4
25,700 16.5
- 16.6 20 50
- 16.7 -
- 16.8 -
- 16.9
17.0
- 17.1 80| 135
- 17.2 -
S 17.3 -
- 17.4 -
[ ] 26,100 175 [ ] 31,700
- 17.6 -
- 17.7 -
- 17.8 -
17.9
18.0
181 85 | 140
- 18.2 -
- 18.3 -
- 18.4
26,300 18.5
- 18.6
- 18.7
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- 18.9
26,600 19.0
- 19.1
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134 - 19.4
135 195
13.6 - 196
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HEE (um)

BE B (mm)

HFAZ| Ds3 3<D=6 | 6<D=10 | 10<D=18 | 18<D=30|30<D=50
h6 | 0~-6] 0~-8| 0~-9 |0~-11 [0~-13[0~-16
h7 |0~-10{0~-12|0~-15|0~-18 |0~-21 |0~-25
h8 |0~-14{0~-18|0~-22|0~-27 |0~-33|0~-39
6 | <3 | =4 | =45 | =55 | =65 | =<8

ExRm | pEE  |[JUA-fUE|
wa szl | mesm | Poe | BAS
$8400,S10C | S45C, SCM440 SUJ, NAK SKD, SKH Hardened Steels
~ 150HB ~ 225HB ~275HB 30~ 40HRC 40 ~ 50HRC
©) ©) ©) ©) X
FIL=2
pEL WRAE | #% | paat
iag
SUS304 SUS420 Ti/Ni Alloys FC/FCD Al/Cu

© BR38 Excellent O &P Good X : AN Not Used FEEE (No mark): £ 32 L & 1 Au Not recommended

AT (Unit) imm/ 3 () BT (Unit) smm/ P9 (%)
| BR | 2R (Vv VOB | VYVOR| HE | o il 2R (Vv VOR|VYVIOR| HE | o il
Dc 2 L Ds £s Stock [=(el] L Ds Ls Stock [s{el}
20.0 36,300 550 =
205 | o g5 36,300 42.0 165250 -
21.0 37,200 44.0 170 | 260 =
21.5 o5 56 37200 450 | 170|260 -
22.0 38,300 47.0 (175265 ,, . - =
2257 00 | 161 38,300 480 | 175|265 -
23.0 39400 49.0 | 180 | 270 =
235 33400 50.0 | 180|270 -
24.0 40,700 51.0 | 185|275 =
24.5 40,700 52.0 | 185|275 -
250 | 102|190 o | 42200
25.5 42,500
26.0 43,600
26.5 43600
270 | 108|195 45,400
275 32 60 45,400
28.0 47,800
285 | ' '2 200 47800
29.0 54,100
29.5 54,100
30.0 205 57,100
305 | g 57.100
*31.0 | -
31.0 15 |40 70 ® | 53900
*31.5 32 0 O =
31.5 40 70 ® | 63900
*32.0 32 60 D =
32.0 40 70 ® | 6730
%325 '92|220 35 60 O E
325 40 70 ® | 67300
*33.0 32 60 O - st
33.0 40 70 ® | 72900 HAE
*33.5 32 60 O E
335 40 70 ® | 72900
%340 | 9822535 60 O -
34.0 40 70 ® | 75400
%345 32 60 D =
345 40 70 ® | 75400
*35.0 3 80 O -
35.0 40 70 ® | 78100
%365 | 132|230 /35 60 O -
35.5 40 70 ® | 78100
*36.0 3 60 O -
36.0 40 70 ® | 80500
%365 | 38235 /35 60 ] -
36.5 40 70 ® | 80500
*37.0 3 60 0 =
37.0 40 70 ® | 83300
%375 142|290 35 60 D =
37.5 40 70 ® | 83300
*38.0 32 60 O =
38.0 40 70 ® | #5000
*38.5 3 60 O =
385 40 70 ® | 86000
x39.0 | 148|245 35 60 O -
39.0 40 70 @ | 88700
*39.5 32 0 O =
39.5 40 70 ® | 88700
*40.0 35 60 O -
400 | 92250 45 70 ® | 270
OB EREEEERTT. 1wz
Available for Japan customers only. Sold one per package
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Standard Drilling Condition for Coated HSS Drrills

A-265

GSS
GOH
GTS

G¥a— bk KRU)b 6 short Drills
GZ A ILik—IU KUV G oil-Hole Drills
GTF—I\Y v 22U a—b RU)b G Taper Shank Short Drills

GTDOH | 67=/X¥ v %7« )Uit—)b RU )L 6 Taper Shank Drills with Oil-Hole

TSR =F] 51 25 . ZIV==UhEE
st BEE Tun—kug | ATYVAR Hix was
A
. SS400 S50C SCM440 NAK HPM | SKDB1 NAK HPM AB052, C1100
Work Material | girctural Steels | Alloy Steels Mold Steels g;?ﬁg;%%gg s] ® E(a:gfl?on':eCD400 Aluminum Alloys
Carbon Steels Heat treated Steels | Hardened Steels Copper Alloys
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B OE% | XDRE | EEH | EXDEE | OEH | EXDERE | [EH | EDRE | @I | XDRE | @EH | EKDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min'") [ (mm/min)| (min"") |(mm/min) | (min"") | (mm/min)| (min'") |(mm/min)| (min’") | (mm/min)| (min") |(mm/min)
1 7200 220 5700 150 4300 100 2500 50 7900 310 12000 480
2 4300 270 3400 180 2600 120 1400 57 4700 370 7300 570
3 3200 350 2500 230 1900 160 1050 70 3500 480 5400 740
5 1900 330 1500 220 1200 150 650 70 2100 450 3200 690
8 1200 280 960 190 720 130 400 65 1300 380 2000 590
10 960 250 760 170 570 110 320 60 1100 350 1600 530
12 800 240 640 160 480 110 270 60 880 330 1400 520
16 600 220 480 150 360 97 200 55 660 300 1000 460
20 480 190 380 130 290 88 160 50 530 270 810 410
25 380 160 310 110 230 75 130 40 420 230 650 350
32 300 130 240 90 180 57 100 30 330 170 510 270

GSD

GCOSD

GOHL

GCOSDML

GTD
GTTD

GLTDOH

A-136, 181, 196, 229 ¢\ TR swoceasios |

GARY %5 —KRU)b G standard Drills
Ga/NIL A RU— B2+ 2% RU )b 6 straight Shank Cobalt Drills
GA A ILik—IbO> % RYU)L G oil-Hole Long Drills
G¥42-002% RYUJb 6 Micro-Long Drills
GT—I\V vV IAXF V5 —R KU G Taper Shank Standard Drills
Gf*ﬁ'ﬁﬁj_'_l \0:/ hg “/7 I‘ U “/ G Taper Shank Drills for Iron Frame
GT—I\V v IFAIiKR=IbO> T KU I 6 Taper shenk Long Drils with OikHole

TS A EEPS ] == FILEZOLEE
P mHH TFUN—kvm |ATVLZE iag
REI
. SS400 S50C SCM440 NAK HPM | SKD61 NAK HPM A5052, C1100

Work Material | giryctural Steels | Alloy Steels Mold Steels gg?ﬁg;ss%?j s] E E(;ga?onl;CD400 Aluminum Alloys

Carbon Steels Heat treated Steels | Hardened Steels Copper Alloys

~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B O#E% | EXDEE | OEH | EXORE | @I | XDFEE | B | XDEE | OEH | XDERE | OEH | EDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min) | (mm/min) | (min!) |(mm/min)| (min"") |(mm/min)| (min'") | (mm/min)| (min") |(mm/min)| (min"!) | (mm/min)

1 7200 190 5700 130 4300 84 2500 50 7900 260 12000 400
2 4300 220 3400 150 2600 101 1400 57 4700 310 7300 470
3 3200 290 2500 190 1900 130 1050 70 3500 400 5400 610
55 1900 270 1500 180 1200 120 650 64 2100 380 3200 570
8 1200 230 960 160 720 110 400 60 1300 320 2000 490
10 960 210 760 140 570 94 320 58 1100 290 1600 440
12 800 200 640 130 480 89 270 55 880 270 1400 430
16 600 180 480 120 360 81 200 50 660 250 1000 380
20 480 160 380 110 290 74 160 45 530 220 810 340
25 380 150 310 100 230 67 130 38 420 200 650 320
32 300 120 240 80 180 52 100 26 330 160 510 240

A-138, 139, 149, 183, 198, 208, 231 ¢\ &R swscssues |
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2. DO DRI R DRI PRENRET HEEE, RRICH UTMEAE
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3. CEADOEMORSLIGEHNEEHIRMAICELBWVEE(E, RELIEHT

Attention on using the milling condition tables
. 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

CEALEEN

. TOBA, EDREBEUHETTIFTCLLZEW

feed rate.

SLDR
MCD

COTDOH

A ROYIARNV=DI+ VI RUIVS=I Y47 side Lock Larger Shank Drills
MC KU JU mc Drilis

JNL NEREST I\ v

427 KU ) Taper Shank Cobalt Drills with Oil-Hole

TSR =k A A —- TIVEZULESR
oy | HEE Jun—rom |(ATYVAE B N
. S8400 S50C SCM440 NAK HPM | SKDB1 NAK HPM AB052, C1100
Work Material | sirctural Steels | Alloy Steels Mold Steels g,t‘;?ﬁg:sss.gsg 51 ® Eggfl?on? D400 | Auminum Alloys
Carbon Steels Heat treated Steels | Hardened Steels Copper Alloys
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B EE# | XDRE | EEH | EXDEE | EEH | EXOERE | [EH | EZDRE | @I | EXDRE | [EH | XDERE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min'") [ (mm/min)| (min"") | (mm/min) | (min'") |(mm/min)| (min'") |(mm/min)| (min") | (mm/min)| (min") |(mm/min)
3 2100 180 1700 120 1300 82 850 50 2300 240 3600 380
5 1300 170 1000 110 760 75 500 45 1400 230 2200 360
8 800 140 640 100 480 65 300 40 900 200 1400 320
10 640 130 510 88 380 58 250 38 700 180 1100 280
12 530 120 420 81 320 55 210 35 580 170 900 260
16 400 110 320 75 240 50 160 32 440 150 680 230
20 320 100 250 66 190 44 130 30 350 140 540 210
25 250 90 200 61 150 41 100 28 280 130 430 190
30 210 81 170 55 130 37 85 25 230 110 360 170
40 160 69 130 48 100 32 65 21 180 100 270 150
50 130 62 100 41 80 29 50 18 140 84 220 130

SD

COSD
COSDML

TD
COTD
TTD

AT41, 142, 230 N, TER oevams |

ABRU—b2v2T KUV straight Shank Drills
J)NIL A BU—BR2 v 22 KU straight Shank Cobalt Drills
<4200 % RUJb Micro-Long Drills
T—I\2 v 22 KU )L Taper shank Drills
JJ)N)L 57— INY v 22 RU )L Taper Shank Cobalt Drills
ﬁ'%‘ﬁﬁ =) \O:J h T s |\ U }|/ Taper Shank Dirills for Iron Frame

1S a2 AR —- ZIWEZULE
oy | B Fun—rom |ATYVAR @R P PO
. SS400 S50C SCM440 NAK HPM | SKD61 NAK HPM A5052, C1100
Work Material | girctural Steels | Alloy Steels Mold Steels g;?rﬁg:sssgesj s] ® Eggtsl?on? D400 | Aluminum Alloys
Carbon Steels Heat treated Steels | Hardened Steels Copper Alloys
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B ElEngy | EDFE | %y | ZDEE | EE# | EOERE | EEH | XDERE | B | XDEE | BERH | XDERE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min'") [ (mm/min)| (min"") | (mm/min) | (min"") | (mm/min)| (min'") |(mm/min)| (min") | (mm/min)| (min") |(mm/min)
1 4800 100 3800 65 2900 44 2500 40 5300 130 8100 200
2 2900 120 2300 78 1700 51 1250 40 3200 160 4900 250
3 2100 150 1700 100 1300 68 850 45 2300 200 3600 320
5 1300 140 1000 94 760 63 500 40 1400 190 2200 300
8 800 120 640 82 480 54 300 35 900 170 1400 260
10 640 110 510 74 380 48 250 32 700 150 1100 240
12 530 100 420 68 320 46 210 30 580 140 900 220
16 400 92 320 63 240 41 160 28 440 130 680 200
20 320 83 250 55 190 37 120 25 350 115 540 180
25 250 75 200 51 150 34 100 23 280 100 430 160
30 210 67 170 46 130 31 85 20 230 90 360 140
40 160 58 130 40 100 27 65 18 180 81 270 120
50 130 52 100 34 80 24 50 15 140 70 220 110
1) COYIHIEEEACAEIE R ZER UIcs _Cﬁ'o 1) The table values are for drilling with water soluble cutting fluid.

2) PIEPERIE IR KU LB (TG b'C \Q/utay

3) COUHIRARIF. THIFHRS 3D LIFM@%(TLK \
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5) NBIFREN 3D ZHBA DBEICIFRT v ITIITZT O CTLIEE,
2L, A PIIIREICKD YD < FHREEDEL LD C DB O X
T TOBEICEMEDTVRSUT CHOTHAT Y TEDZLTLEE
L

6) Z?W7ﬁ§bl&tﬂ@iﬁ%?%b‘(<fia‘b\o

7) A7 v TEF 05~ 1D ZBRICLTLEE L, R
50\ T9,

[F0.1~05D<

2) Provide sufficent amount cutting fluid to the cutting point and in the flute.

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

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

5) 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.

B8) In step feed, return to the entrance hole.

7) Step feed interval is about 0.5~ 1 X D. In small diameter, about 0.1
X D.
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