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This is general cobalt HSS long drills for deep holes. ¢Dc > - -
Dc>6.0 2
4 L
o e e e e e ] @
Dc < 6.0
Hzw
ERUIL 7—%75% COLSD X B4 (Unit) : mm
BRE 1B BR £ BE £
2 Stock 2 Stock 2 Stock
1.0 100 35 200 150 5.0 500 350
1.1 100 35 250 175 5.1 150 100
1.2 100 3.5 300 200 5.1 200 150
AR .3 00 40 3.6 150 75 5.1 250 175
4 00 3.6 200 150 5.1 300 200
5 00 3.6 250 175 5.2 150 100
6 00 3.6 300 200 5.2 200 150
1.6 150 75 3.7 150 75 5.2 250 175
1.7 100 40 3.7 200 150 5.2 300 200
7 50 75 3.7 250 175 5.3 150 00
8 00 40 3.7 300 200 5.3 200 50
v 8 50 75 3.8 150 75 5.3 250 75
.9 00 40 3.8 200 150 5.3 300 200
1.9 150 75 3.8 250 175 5.4 150 100
2.0 100 40 3.8 300 200 5.4 200 150
2.0 150 75 3.9 150 75 5.4 250 175
2.0 200 150 3.9 200 150 5.4 300 200
2.1 100 50 3.9 250 175 5.5 150 100
e 2.1 150 75 3.9 300 200 5 200 150
IURSI 2.1 200 150 4.0 150 100 5.5 250 175
2.2 100 50 4.0 200 150 5.5 300 200
2.2 150 75 4.0 250 175 5.5 400 300
2.2 200 150 4.0 300 200 5.5 500 350
2.3 100 50 4.0 400 300 5.6 150 100
2.3 150 75 4.1 150 100 5.6 200 150
2.3 200 150 4.1 200 150 5.6 250 175
Iy 2.4 100 50 4.1 250 175 5.6 300 200
= 2.4 150 75 4.1 300 200 5.7 150 00
2.4 200 150 4.2 150 100 5.7 200 50
25 100 50 4.2 200 150 5.7 250 75
2.5 150 75 4.2 250 175 5.7 300 200
2.5 200 150 4.2 300 200 5.8 150 00
2.6 00 50 O 4.3 150 00 0 5.8 200 50 0
HTE 2.6 50 75 4.3 200 50 5.8 250 75
2.6 200 150 4.3 250 75 5.8 300 200
2.7 100 50 4.3 300 200 5.9 150 100
2.7 150 75 4.4 150 100 5.9 200 150
2.7 200 150 4.4 200 150 5.9 250 175
2.8 00 50 4.4 250 175 5.9 300 200
2.8 50 75 4.4 300 200 6.0 150 100
T 2.8 200 150 45 150 100 6.0 200 150
b 2.9 100 50 45 200 150 6.0 250 175
2.9 150 75 4.5 250 175 6.0 300 200
ot 2.9 200 150 45 300 200 6.0 400 300
3.0 00 50 45 400 300 6.0 500 350
3.0 50 75 4.6 150 100 6.1 150 100
3.0 200 150 4.6 200 150 6.1 200 150
3.0 250 175 4.6 250 175 6.1 250 175
mEIs 3.0 300 200 4.6 300 200 6.1 300 200
3. 150 75 4.7 150 00 6.1 400 300
3. 200 150 4.7 200 50 6.2 150 00
3. 250 175 4.7 250 75 6.2 200 50
3. 300 200 4.7 300 200 6.2 250 75
3.2 150 75 4.8 150 100 6.2 300 200
3.2 200 150 4.8 200 150 6.2 400 300
fio— 3.2 250 175 4.8 250 175 6.3 150 00
= 3.2 300 200 4.8 300 200 6.3 200 50
Bl 3.3 150 75 4.9 150 100 6.3 250 75
3.3 200 150 4.9 200 150 6.3 300 200
3.3 250 175 4.9 250 175 6.3 400 300
3.3 300 200 4.9 300 200 6.4 150 00
3.4 150 75 5.0 150 00 6.4 200 50
3.4 200 150 5.0 200 50 6.4 250 75
3.4 250 175 5.0 250 75 6.4 300 200
3.4 300 200 5.0 300 200 6.4 400 300
3.5 150 75 5.0 400 300 6.5 150 100
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BEAT (Unit) : mm

BR 1EEE BR EE BR T
2 Stock 2 Stock 2 Stock

6.5 200 150 8.0 200 150 9.5 200 150
6.5 250 175 8.0 250 175 9.5 250 175
6.5 300 200 8.0 300 200 9.5 300 200
6.5 400 300 8.0 400 300 9.5 400 300
6.5 500 350 8.0 500 350 95 500 350
6.6 150 100 8.0 600 400 9.6 200 150
6.6 200 150 8. 200 150 9.6 250 175
6.6 250 175 8. 250 175 9.6 300 200
6.6 300 200 8. 300 200 9.6 400 300
6.6 400 300 8. 400 300 9.7 200 150
6.7 150 100 8.2 200 150 9.7 250 175
6.7 200 150 8.2 250 175 9.7 300 200
6.7 250 175 8.2 300 200 9.7 400 300
6.7 300 200 8.2 400 300 9.8 200 150
6.7 400 300 8.3 200 150 9.8 250 175
6.8 150 100 8.3 250 175 9.8 300 200
6.8 200 150 8.3 300 200 9.8 400 300
6.8 250 175 8.3 400 300 9.9 200 150
6.8 300 200 8.4 200 50 9.9 250 175
6.8 400 300 84 250 75 9.9 300 200
6.9 150 100 8.4 300 200 9.9 400 300
6.9 200 150 84 400 300 10.0 200 150
6.9 250 175 8.5 200 150 10.0 250 175
6.9 300 200 8.5 250 175 0.0 300 200
6.9 400 300 8.5 300 200 0.0 400 300
7.0 150 100 8.5 400 300 0.0 500 350
7.0 200 150 8.5 500 350 0.0 600 400
7.0 250 175 8.6 200 150 10.5 200 150
7.0 300 200 8.6 250 175 0.5 250 175
7.0 400 300 8.6 300 200 0.5 300 200 0
7.0 500 350 8.6 400 300 0.5 400 300
7.0 600 400 8.7 200 150 0.5 500 350
7.1 150 100 8.7 250 175 [ 1.0 200 150
7.1 200 150 8.7 300 200 11.0 250 175
7. 250 175 8.7 400 300 .0 300 200
7. 300 200 8.8 200 50 .0 400 300
7. 400 300 8.8 250 75 .0 500 350
7.2 150 100 8.8 300 200 .0 600 400
7.2 200 150 8.8 400 300 11.5 200 150
7.2 250 175 O 8.9 200 150 11.5 250 175
7.2 300 200 8.9 250 175 5 300 200
7.2 400 300 8.9 300 200 5 400 300
7.3 150 100 8.9 400 300 b 500 350
7.3 200 150 9.0 200 150 2.0 200 150
7.3 250 175 9.0 250 175 12.0 250 175
7.3 300 200 9.0 300 200 2.0 300 200

.3 400 300 9.0 400 300 2.0 400 300
7.4 150 00 9.0 500 350 2.0 500 350
7.4 200 50 9.0 600 400 2.0 600 400
7.4 250 75 9.1 200 150 2.5 200 150
74 300 200 9.1 250 175 12.5 250 175
7.4 400 300 9.1 300 200 2.5 300 200
7.5 150 00 9.1 400 300 2.5 400 300
7.5 200 50 9.2 200 150 2.5 500 350
75 250 75 9.2 250 175 3.0 200 150
75 300 200 9.2 300 200 13.0 250 175
75 400 300 9.2 400 300 3.0 300 200
75 500 350 9.3 200 50 3.0 400 300
7.6 150 00 9.3 250 75 3.0 500 350
7.6 200 50 9.3 300 200 3.0 600 400
7.6 250 75 9.3 400 300
7.6 300 200 9.4 200 150
7.6 400 300 9.4 250 175
7.7 150 00 9.4 300 200
7.7 200 50 9.4 400 300
7.7 250 75
7.7 300 200

—f& - Al 5428 =
350 wemm | PO | mEm | TU)\-fE FIHE ]
7.8 200 50 55400 e SCMNAK | 30~ 40 HRC | 40~ 50 HRC | 50~ B5HRC
7.8 250 75
7.8 300 200 ) O O @) X X
78 | 400 | 300 P
7.9 150 00 2AF VUM Taes 273 FIL=EE | WG
o=}

79 200 50
7.9 2550 75 SUSS04 | sUs4z0 | Ti/NiAloy | FC/FOD | AG/ADC cu
7.9 300 200
79 | 400 | 300 O O - O O O
8.0 150 100 O ERi8 Excellent O i@ Good X : N8 NotUsed —: #2E Lt A Not recommended
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2.

3.

LSD
COLSD
NLSD
LASD
COLTD
LTD
NLTD

RELTLEE L,

D= PEMBICRDIRE PEENRET D E&E(F, WRICDU TR ZZE
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CEFDEMORS LN EETHIRACELEVES(E. REEEMCTHE
ALEEV. Z0BA. EDEREBRULETTFTIZE L,

Attention on using the cutting condition tables

1.

2.

3.

Utilize the standard cutting condition shown in the catalogs just as the
general guide, when starting operation.

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

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

ARU—=b2v 2o OVY RUD straight Shank Long Drills

JNILs ARU—=b2 v 22 O2V% RUJD straight Shank Cobalt Long Drills
JVATv T OV RUJb Non-Step Straight Shank Long Drills
TJJIIEEH Ab—bhov2o 0O yﬁ‘ RUIL Straight Shank Long Drills for Aluminum
JNILb =)\ v 22 O2% KUY Taper Shank Cobalt Long Drills
=N\ v>22 02T KUV Taper Shank Long Drills

J VATV T F=I\ v OY% KU )b NonStep Taper Shank Long Drills

— xS A f=Foi 54 R4 —- ZIW=EZOLEE
gy | B Fun—ro@m |[RTYVAR B Has
. SS400 S50C SCM440 NAK SKD61 NAK HPM A5052 C1100
Work Material | gy ctural Steel | Alloy Steel Mold Steel g‘tﬁﬁ?ﬁs%ﬁj & 2253?0: CDA00 | A\uminum Alloy
Carbon Steel Heat treated Steel | Hardened Steel Copper Alloy
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B Clgngy | EDRE | OE# | =DEE | OE#l | E0ERE | OEH | X0ERE | B | EZDEE | BEH | EZDEE
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 3200 55
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
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
16 320 58 240 42 160 27 120 18 320 69 700 160
20 250 51 190 38 120 24 95 16 260 61 550 140
25 200 43 150 32 100 20 76 14 200 54 450 120
30 170 38 125 27 85 18 64 12 170 48 370 110
40 130 31 95 22 65 14 48 11 130 41 280 95
50 100 28 75 20 50 13 38 10 100 36 220 85
B-76, B-84, B-86, B-107, B-131, B-132, B-147 ¢\{ TR swciessizs |
Zofti0v

1)
2)
3

4)
5)
6)

7)
8)

C DU AR THL A Z A UICISE T,
SIEDEEN M LR R U)LEAN DU LT <EE L,

) TNBIFREH 10Dc ZHEA DHACIFEIRE XD EEZ 20% FFTL

2\, 20Dc ZBA DHBEICIEEHEHZE 30%., EDOEEE 40% TIF

T<rEEL,

AT v INIZIT>TLIEE L,

AT v TEDFADEEFTRELU TS,

27w J8lF05~ 1Dc ZBRICLTLEEW, ME(& 0.2~ 0.6Dc

<HEVTT,.

HA RINNTZRRCHIFTL RSV, JURE|d 2 ~ 3Dc,

72;_( _Iiﬂ?JDIIC(I SGESS ZHEH LEFET . RN RUILERUBEREEE
[stay Ak

1)
2)
3)

4)
5)
8)

7)
8)

For drilling with water soluble cutting fluid.

Provide sufficient amount cutting fluid to the cutting point and in the flute.
Reduce RPM and feed speed by 20% for hole deeper than 10 x Dc.
Reduce RPM by 30% and feed speed by 40% for hole deeper than 20 x
Dc.

Add step feeding.

In step feed, return to the entrance hole.

Step feed interval is about 0.5~ 1 X Dc. In small diameter, about 0.2~ 0.5
X Dc.

Recommend pre-drilling of guide hole. Guide hole is depth is 2 ~ 3XDc.
Recommend the SGESS Drill for guide drilling. Select one with the same
diameter as the deep hole drill.
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