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2 Stock 2 Stock 2 Stock
1.0 100 4.2 200 150 6.3 300 200
1.1 100 4.3 150 100 6.4 150 100
1.2 100 4.3 200 150 6.4 200 150
1.3 100 4.4 150 100 6.4 250 175
1.4 100 50 4.4 200 150 6.4 300 200
1.5 100 4.5 150 100 6.5 150 100
1.6 100 4.5 200 150 6.5 200 150
1.7 100 4.6 150 100 6.5 250 175
1.8 100 4.6 200 150 6.5 300 200
1.9 100 4.7 150 100 6.6 150 100
2.0 100 60 4.7 200 150 6.6 200 150
2.0 150 80 4.8 150 100 6.6 250 175
2.1 100 60 4.8 200 150 6.6 300 200
2.1 150 80 4.9 150 100 6.7 150 100
2.2 100 60 4.9 200 150 6.7 200 150
2.2 150 80 5.0 150 100 6.7 250 175
2.3 100 60 5.0 200 150 6.7 300 200
2.3 150 80 5.0 250 175 6.8 150 100
24 100 60 5.1 150 100 6.8 200 150
24 150 80 5.1 200 150 6.8 250 175
25 100 60 5.1 250 175 6.8 300 200
2.5 150 80 5.2 150 100 6.9 150 100
2.6 100 60 5.2 200 150 6.9 200 150
2.6 150 80 5.2 250 175 6.9 250 175
2.7 100 60 5.3 150 100 6.9 300 200
2.7 150 80 5.3 200 150 7.0 150 100
2.8 100 60 6.3 250 175 7.0 200 150
2.8 150 80 54 150 100 7.0 250 175
2.9 100 60 5.4 200 150 7.0 300 200

29 150 80 0O 54 250 175 0 7.1 150 100 0

3.0 100 60 6.6 150 100 7.1 200 150
3.0 150 100 5 200 150 7.1 250 175
3.1 100 60 55 250 175 7.1 300 200
3.1 150 100 5.6 150 100 7.2 150 100
3.2 100 60 5.6 200 150 7.2 200 150
3.2 150 100 5.6 250 175 7.2 250 175
3.3 100 60 5.7 150 100 7.2 300 200
3.3 150 100 5.7 200 150 7.3 150 100
3.4 100 60 5.7 250 175 7.3 200 150
34 150 100 5.8 150 100 7.3 250 175
3.5 100 60 5.8 200 150 7.3 300 200
3.5 150 100 5.8 250 175 74 150 100
3.6 100 60 59 150 100 74 200 150
3.6 150 100 6.9 200 150 74 250 175
3.6 200 150 5.9 250 175 74 300 200
3.7 100 60 6.0 150 100 7.5 150 100
3.7 150 100 6.0 200 150 7.5 200 150
3.7 200 150 6.0 250 175 7.5 250 175
3.8 100 60 6.0 300 200 7.5 300 200
3.8 150 100 6.1 150 100 7.6 200 150
3.8 200 150 6.1 200 150 7.6 250 175
3.9 100 60 6.1 250 175 7.6 300 200
3.9 150 100 6.1 300 200 7.7 200 150
3.9 200 150 6.2 150 100 7.7 250 175
4.0 100 60 6.2 200 150 7.7 300 200
4.0 150 100 6.2 250 175 78 200 150
4.0 200 150 6.2 300 200 7.8 250 175
4.1 150 100 6.3 150 100 7.8 300 200
4.1 200 150 6.3 200 150 7.9 200 150
4.2 150 100 6.3 250 175 79 250 175
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B Previous
BB @ CII= 1 (] (Unit) : mm
BRE 1B BR £ BE £
2 Stock 2 Stock 2 Stock
7.9 300 200 2.9 300 200 11.9 300 200
8.0 200 150 10.0 200 150 12.0 200 150
8.0 250 175 10.0 250 175 12.0 250 175
NMARUL 8.0 300 200 10.0 300 200 12.0 300 200
8.1 200 150 10.1 200 150 12.1 200 150
8.1 250 175 10.1 250 175 12.1 250 175
8.1 300 200 10.1 300 200 12.1 300 200
8.2 200 150 10.2 200 150 12.2 200 150
8.2 250 175 10.2 250 175 12.2 250 175
8.2 300 200 10.2 300 200 12.2 300 200
9y 7 8.3 200 150 10.3 200 150 12.3 200 150
8.3 250 175 10.3 250 175 12.3 250 175
8.3 300 200 10.3 300 200 12.3 300 200
8.4 200 150 104 200 150 12.4 200 150
8.4 250 175 104 250 175 124 250 175
8.4 300 200 104 300 200 12.4 300 200
8.5 200 150 105 200 150 125 200 150 0
e 8.5 250 175 105 250 175 125 250 175
IURSI 8.5 300 200 105 300 200 125 300 200
8.6 200 150 10.6 200 150 12.6 200 150
8.6 250 175 10.6 250 175 12.6 250 175
8.6 300 200 10.6 300 200 12.6 300 200
8.7 200 150 10.7 200 150 12.7 200 150
8.7 250 175 10.7 250 175 12.7 250 175
MR 8.7 300 200 10.7 300 200 12.7 300 200
IVREI 8.8 200 150 10.8 200 150 12.8 200 150
8.8 250 175 10.8 250 175 12.8 250 175
8.8 300 200 10.8 300 200 12.8 300 200
8.9 200 150 10.9 200 150 12.9 200 150
8.9 250 175 0 10.9 250 175 0 12.9 250 175
8.9 300 200 10.9 300 200 12.9 300 200
pr— 9.0 200 150 11.0 200 150 13.0 200 150
8 9.0 250 175 11.0 250 175 13.0 250 175
9.0 300 200 11.0 300 200 13.0 300 200
9.1 200 150 11.1 200 150
9.1 250 175 11.1 250 175
9.1 300 200 11.1 300 200
9.2 200 150 11.2 200 150
T 9.2 250 175 11.2 250 175
B 9.2 300 200 11.2 300 200
. 9.3 200 150 11.3 200 150
9.3 250 175 11.3 250 175
9.3 300 200 11.3 300 200
9.4 200 150 1.4 200 150
9.4 250 175 114 250 175
p— 9.4 300 200 1.4 300 200
REl= 9.5 200 150 115 200 150
9.5 250 175 115 250 175
9.5 300 200 115 300 200
9.6 200 150 11.6 200 150
9.6 250 175 11.6 250 175
9.6 300 200 11.6 300 200
9.7 200 150 11.7 200 150
iR 9.7 250 175 11.7 250 175
73l 9.7 300 200 11.7 300 200
9.8 200 150 11.8 200 150
9.8 250 175 11.8 250 175
9.8 300 200 11.8 300 200
2.9 200 150 11.9 200 150
9.9 250 175 11.9 250 175

B-88




I\ R U LVOEEYHISEEF

Standard Cutting Condition for HSS Dirills

R Gl . :
YKS Eﬁjﬂé RUIL *;.T:L% Parabolic Flute Drills Regular
1 Ay —_— o < . . .
KSA Eﬁjﬂé RUJL 7)|J:FH *EE Parabolic Flute Drills for Aluminum Regular
. 5 KSA &/ RU)L
UIN| pi
YKS 5@ RU )L 154 7= pim
D — S R Gl 54 28 = ZIVEZULEE
Mo | JUN—kvm |RTVVAE &% e
il $5400 S50C SCM440 NAK HPM | SKDB1 NAK HPM A5052 C1100
Work Material | Structural Steel | Alloy Steel Mold Steel o304 SUSA16 | Fo2sD FCDA00 | Auminum Alloy
Carbon Steel Heat treated Steel | Hardened Steel Copper Alloy
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
X B ClEsgy | E=DRE | OER# | EDRE | EEn# | XDERE | EEH | X0RE | BEH | XDEE | BN | XDEE
HEERUL 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 2550 34 1900 23 1400 14 1250 12 2550 40 = =
2 1600 48 1100 30 870 19 720 14 1600 54 2900 100
3 1250 60 960 43 640 24 530 18 1270 73 2100 120
5 900 80 650 54 450 31 350 23 900 87 1900 190
8 650 84 480 59 320 33 240 23 640 89 1400 200
NAZARU)L 10 500 76 380 55 250 32 190 22 510 84 1100 190
13 400 66 290 48 200 29 150 20 390 76 850 170
B-58, 8103 (N i scseasies |
YKS/KSA
1) COUEIEEIFAGEMTIHEEEIZER UICBEEa T . 1) For drilling with water soluble cutting fluid.
2) TIEEHEEIEMN IS RUJLEA T CEE LT EE 0, 2) Provide sufficient amount cutting fluid to the cutting point and in the flute.
v 3) NBIFRESH 10Dc ZBR DIBAICIFOEH XD HEZ 20% I T 3) Reduce RPM and feed speed by 20% for hole deeper than 10 X Dc
7 &0, 20Dc ZHBA DB E(CIFEERSZE 30%., *0EEZ 40% TF (Dc:diameter). Reduce RPM by 30% and feed speed by 40% for hole
LS, deeper than 20 X Dc.
4) 27 v INTEFT2TLRE L, &) Add step feeding.
5) AT v IHEDIENND EEETRLTLET L, 5) In step feed, return to the entrance hole.
6) ATV IE[F 05~ 1DcZzBRICLTLEZEW, IR 0.2 ~0.5Dc 6) Step feed interval is about 0.5~ 1 X Dc. In small diameter, about 0.2~ 0.5
<HWNWTT, x Dc.
7) HA RFUNTARSERICHIF TSV TURE(F 2 ~ 3Dc, 7) Recommend pre-drilling of guide hole. Depth is 2 ~ 3 X Dc.
8) A4 RYUNTICIE SGESS BREDHULET., FINRUJJLEBUEREETE 8) Recommend the SGESS Drill for guide drilling. Select one with the same
B <fEEW. diameter as the deep hole drill.
IVRIL
1 & ~ i . .
YKL gﬁﬁgzj FUJL O 7 Parabolic Flute Drills Long
1 W —_— ~ 3 . . -
KLA gﬁﬁgzj FUIL 7”/2% O>/% Parabolic Flute Drills for Aluminum Long
N Z o
= . KLA 38778 RU)L
IVRIL 1IN D
YKL sgh& kUL OV I FIL=E0v Y
— RIS A G 54 8 == ZIVEZULEE
P | JUN—kvm |RTVLAE &% e
il $5400 S50C SCM440 NAK HPM | SKDB1 NAK HPM A5052 C1100
Work Material | Structural Steel | Alloy Steel Mold Steel o304 SUSA16 | Fo2sD FCDA00 | Auminum Alloy
] Carbon Steel Heat treated Steel | Hardened Steel Copper Alloy
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B ClEsgy | ZDRE | OER#y | EDRE | EEn# | XDRE | EEH | X0RE | BEEH | XDEE | BERH | XDEE
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 2040 27 1520 18 1120 11 1000 10 2040 32 = =
2 1280 38 880 24 700 15 580 11 1280 43 2320 80
NOvE 3 1000 48 770 34 510 19 420 14 1020 58 1680 96
Ty NER 5 720 64 520 43 360 25 280 18 720 70 1520 152
20 8 520 67 380 47 260 26 190 18 510 71 1120 160
10 400 61 300 44 200 26 150 18 410 67 880 152
13 320 53 230 38 160 23 120 16 310 61 680 136
B-87, 8108 (N i soseasies |
BmIe YKL/KLA
1) COUIHIZEEIFACEHE PRI ZE{ER UIci5a T, 1) For drilling with water soluble cutting fluid.
2) TIEEHEEIEMN IS RUILBEA TS CHEE L TLEET 0, 2) Provide sufficient amount cutting fluid to the cutting point and in the flute.
3) 7\W%|F 20Dc ZiBR BHBECIFOEFZ 15%. ZED@EEZ 30% FFT 3) Reduce RPM by 15% and feed speed by 30% for hole deeper than 20 X
<EEV, De.
4) 27w IMTZToTLIEE . 4) Add step feeding.
5) AT v TEDRFIND LAFTRLTLREL, 5) In step feed, return to the entrance hole.
B6) AFvTEIF05~ 1DcEHZICLTLET L. J\EIE 0.2 ~0.5Dc 6) Step feed interval is about 0.5~ 1 X Dc. In small diameter, about 0.2~ 0.5
<HVTT, x Dc.
FER 7) HA RTUNTIESRICHIFTTLEEW, TUES(F 2 ~ 3Dc, 7) Recommend pre-drilling of guide hole. Depth is 2 ~ 3 X Dc.
=3 8) A4 RJUNTLICIE SGESS Z#H@EH ULE T, FNRUILERUBERZETE 8) Recommend the SGESS Drill for guide drilling. Select one with the same
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diameter as the deep hole drill.




