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Straight Shank Cobalt Drills
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This is general cobalt HSS drills.
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Dc 2 L Stock Price Dc 2 L Stock Price
0.5 5 57 614 6.8 1410
0.6 55 30 617 6.9 51 105 1520
0.7 75 32 574 7.0 1,280
0.8 8 34 483 7.1 1720
0.9 9 36 520 7.2 53 108 1,650
1.0 10 40 439 7.3 1.720
1.1 T P 515 7.4 1720
12 - 482 7.5 55 111 1530
1.3 a5 515 7.6 1.950
1.4 515 7.7 1870
15 14.5 48 436 7.8 57 114 1,840
16 - 50 474 7.9 1.950
1.7 515 8.0 1600
1.8 ] 8.1 2110
1.9 175 52 491 8.2 59 117 2070
20 428 8.3 110
2.1 20 55 503 8.4 2180
22 503 85 1.950
23 23 58 476 86 61 121 2370
2.4 503 8.7 2370
25 245 61 428 88 2450
26 476 8.9 2450
27 26 64 476 9.0 63 124 2020
28 57 67 468 9.1 2670
29 476 92 2770
3.0 3% 9.3 2700
3.1 295 71 558 9.4 65 127 2770
32 486 9.5 2460
33 486 9.6 2940
3.4 315 73 537 9.7 2940
35 486 98 67 130 5940
36 Y 593 9.9 ° 3200
3.7 335 76 593 10.0 2560
38 540 10.1 3630
3.9 36 79 821 10.2 3420
4.0 540 10.3 69 133 3420
2.1 71 10.4 3630
42 38 83 647 10.5 3090
43 71 10.6 70 137 4380
4.4 71 10.7 4280
45 39 86 £47 10.8 4280
46 816 10.9 4280
4.7 . a9 816 11.0 72 140 3260
48 816 11.1 4510
4.9 858 1.2 4340
5.0 43 92 744 11.3 4510
5.1 950 11.4 75 143 4340
52 866 11.5 3800
5.3 950 1.6 4680
5.4 45 95 950 1.7 . 146 4900
5.5 866 1.8 4,680
56 1110 11.9 4900
5.7 1.170 12.0 3830
58 47 98 1,710 12.1 o8 149 5,100
5.9 1,750 12.2 5,100
6.0 9% 12.3 5,100
6.1 1260 124 5350
6.2 49 102 1260 12.5 4490
6.3 1260 12.6 5,660
6.4 1,260 12.7 80 152 5440
6.5 1,130 12.8 5660
6.6 51 105 1410 12.9 5660
6.7 1410 13.0 4450

TEHE 8.0mm T 10 AAD, 8.0mm Z#BX 5 AAD. SEMEE 1 £H0D
Number of drill bits per package: 10 per package if below 8.0 mm, 5 per package if over
8.0 mm) Price is for one drill bit.
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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
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feed rate.
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427 KU ) Taper Shank Cobalt Drills with Oil-Hole
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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
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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
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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.
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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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