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SG Oil-Hole Straight Shank Drills (5D)
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This oil hole drill is suitable for workpiece materials from Carbon
Steels and Stainless Steels to Aluminum.
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BT (Unit) : mm
B BR | 2R (Vv 7#E B BR | 2R |YvUoR| EE B BR | 2R |YvIR| BEE
Dc 2 L Ds Stock Dc 2 L Ds Stock Dc 2 L Ds Stock
5.0 1.0 77 140 11 170] 119 193 | 17
5.1 1.1 7.1
52| o 1.2 17.2
53 11.3] 81 17.3] 123
5.4 1.4 17.4
55 95| 6 1.5 17.5
5.6 11.6 148 | 12 17.6 201 | 18
5.7 1.7 17.7
58| 42 11.8| 84 17.8| 126
5.9 11.9 17.9
6.0 12.0 18.0
6.1 12.1 8.1
6.2 12.2 18.2
6.3 46 123 88 183 130
6.4 12.4 18.4
65 125 185
=2 103| 7 123 156 | 13 182 209 | 19
67 12.7 18.7
6.8| 49 128] 91 18.8| 133
6.9 12.9 18.9
7.0 13.0 19.0
7.1 13.1 19.1
7.2 132 19.2
73] 53 183 95 19.3] 137
7.4 13.4 19.4
75 135 19.5
75 M| 8 135 164 | 14 192 217 | 20
7.7 13.7 19.7
78| 56 13.8| 98 19.8| 140
7.9 . 13.9 . 19.9 O
8.0 14.0 20.0
8.1 14.1 205
8.2 14.2 210] '47 | 228
83] 60 143 102 21.5
8.4 14.4 220 98| 234 o5
85 14.5 225
25 19| 9 L 172 | 15 288 160 | 241
87 14.7 235
88| 63 14.8 | 105 * 235 3B
8.9 14.9 x24.0]| 167|252 55
9.0 15.0 24.0 32
9.1 15.1 % 24.5 25
9.2 15.2 24.5 32
93| 67 153 109 x25.0] '/3| 258 55
9.4 15.4 25.0
95 155 255
= 127 | 10 22 180 | 16 222 182 | 267
9.7 15.7 26.5
98| 70 168 112 270 '89 | 274
9.9 15.9 275
10.0 16.0 28.0| 96 | 28]
10.1 16.1 285 32
10.2 16.2 29,0 208 | 288
103 74 163 116 29.5
10.4 16.4 300 210 | 295
10.5 140 | 11 165 193 | 17 30.5
10.6 16.6 31.0] 2!7 | 802
10.7 a7/ 31.5
108 77 168 19 32,0 224 | 809
10.9 16.9 (ISR BEEER T,
Available for Japan customers only.
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Attention on using the milling condition tables
. Utilize the standard milling conditions shown in the catalogs just as the

IHIRGCFIADER
1. AZOTICEHSN TV DEEHIRAROHIE. # ULVEEDIIS LT

DEZELTLEE L, general guide, when starting operation.

2. D—UPRIRICKDIRENCEENFEET D EEEF. WRICSIHU TURIEE= 2. Adjust milling condition when unusual vibration, different sound occur by
ZELTLEE L, cutting.

3. CERADOEMORSEEIMNEETHIEGIOELLEVESE. RSEEHT 3. When using low speed machines, use the maximum speed and adjust the
CEALEEV. Z0BE. EDREDREIULFETTIFTILEEL, feed rate.
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SG A/ k=LA MU=bY 22 KU, (3D A) s6 oi-Hole Straight Shank Drills (3D)
SG 74 Jbik=JLAMU=BY+ 227 RUJL (5D F) s6 tiHole Straight Shank Drills (5D)

HBISF I=Es ] EAPS =~ FPIWIZULER | ME - MBEE
e HEE FUN—kv@m |RTYVAR | & Hae Tige VIR
HRHIA
e el SS400 S50C SCM440 NAK HPM | SKDB1 NAK HPM SUS304 SUS316| FC250 FCD4a0 A5052, C1100 Nickel Alloys
Structural Steels | Alloy Steels Mold Steels Stainless Steels | Cast Irone Aluminum Alloys Titanium Alloys
Carbon Steels Heat treated Steels| Hardened Steels Copper Alloys Y
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 30 ~ 40HRC
B [BlERE | EDRE | [EER# [XDRE | BERE | EDEE | [ERH XD RE | DEE |E0FE | [ XD EE | DL |E0EE
Drill Dia. Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed
(mm) (min!) | (mm/min) | (minT) | (mm/min) | (min’!) | (mm/min) | (min?) | (mm/min) | (min") | (mm/min) | (min") | (mm/min) | (min') | (mm/min)
5 2500 470 2000 320 1250 180 760 90 2800 660 4300 | 1010 320 32
8 1600 410 1300 280 800 165 480 85 1800 580 2700 870 200 30 t)J
10 1300 370 1000 250 640 155 380 80 1400 510 2200 800 160 29 Y,
12 1100 350 850 240 530 145 320 75 1200 480 1800 730 130 28 EIJ
16 800 320 640 210 400 130 240 68 880 430 1400 670 100 26 %
20 640 290 510 190 320 115 190 62 700 390 1100 600 80 24
25 510 250 410 170 260 100 150 53 560 340 870 540 64 21 14:
32 400 210 320 140 200 80 120 45 440 280 680 440 50 18
SGEZ | s6 75w kKUJL s6 FLAT Dril
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Work
Material | Structural Steels iffxgge'l\‘s’“( D e HPM | S o e FG250 FCDA0D | p20%8 O ;"%35 Nickel Alloys
g::ﬁ?oﬁ;ems Heat treated Steels| Hardened Steels | Stainless Steels st ez Copper Alloys U (e
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
BE Bl | XDEE | i | EOFEE | B | EDEE | OEH | XDEE | OEH | XDOEE | DI | EDFEE | EEH | XhEE
Drill Dia. | Rotation | Feed |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)| (min!) | (mm/min)
16 500 80 400 65 300 38 200 32 500 100 600 100 100 13
20 400 80 320 65 240 38 160 32 400 100 480 100 80 13
24 330 80 265 65 200 38 130 32 330 100 400 100 70 13
28 280 70 230 55 170 33 110 28 280 80 340 90 60 11
32 250 70 200 55 150 33 100 28 250 80 300 90 50 11
36 220 65 175 45 130 30 90 26 220 80 260 90 40 10
40 200 60 160 45 120 30 80 24 200 70 240 80 40 10
44 180 50 145 40 110 25 70 20 180 60 220 75 40 8
50 160 50 125 35 95 25 60 18 160 50 190 65 30 7
SGEZ
1) BRSO —2005>0 7, ILEBRAREEDRIRIC KD UIHIR A Z % 1) Adjust drilling conditions according to the rigidity of machine and work
LTLrEE, clamp states.

Fe. BIEOEWVEH TN LT 95383, Za1CT™UILZLTLZE0L, In the case of machines does not have stiffness, please pre-drilling.

2) COUHIRAIFAKBEHIRE ZEA UIBa T, 2) For drilling with water soluble cutting fluid.
3) YIHEBEEIEITE® RUJLEBATDICHEB LTS, 3) Provide sufficient amount cutting fluid to the cutting point and in the flute.
4) COYHEIERARE. TNHIFRS 1 DUFISERLEEL, 4) For drilling depths of 1D or less.
5) MIBICYID K FTHRET DI ENDODEIDT, A/IN—FTE O TREL 5) When the chip grow, add step feed
BALELTLIEE L,
P10 < FHRLBUBDIHBAICIFAT v ITMITHFTYD < FZH#lN <R L
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Depth of cut
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