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SG Stralght Shank Drills

’GJJH“%FF Cutting Condlﬂon
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This drill having jobbers length is suitable for workpiece materials
from Carbon Steel and Stainless Steel to Aluminum. This drill is
not applied to Austenitic Stainless Steel.

#—57% SGSD

D i
Xt

It
2]

BR E= #E
2 L Stock

BR

=]
(]

=R

R
Stock

12 34

14 36

NAZRU)L

Iy

(i
IVRIL

NAR
IVRIL

YIETR

Ve
Ty NER
Z0ft

HiiTEr
eS|

B-44

16 38 69

18 40

109

20 43

22 46

24 49

75

OO 0| = | = | =t |t || |t |t |t |
= O|OoN®|0~ W= 0

27 53

2.5 30 57

33 61

81
3.2 36 65

39 70

125

10.0

4.0 43 75

4.1 10.1 87

4.2 10.2

4.3 10.3

4.4 104

4.5 47 80 10.5

4.6 10.6

133

4.7 10.7

4.8 10.8 94

4.9 10.9

142

52 86

5.7 57 93

6.4 63 101

69 109

B4417 (Unit) S mm

=R
L

£
Stock

94

142

101

151

—ig
wERE

5428
FUN\-RVHE

EiEEH

55400

$45C
$50C

30~ 40 HRC

40~ 50 HRC

50 ~ B5HRC

©)

©)

©)

X

ATV VR

TiaE
MHREE

ik

[=F

SuS304
Sus316

sus420

Ti / Ni Alloy

FC/FCD

Cu

X

©)

©)

©)

©)
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I\ R U LVOEEYHISEEF

Standard Cutting Condition for HSS Dirills
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SG-FAX #F A JLUik

SG-ESS KU )b sGEss Drills
SG A4 ik—=Ib ARU=bY+ > RUJL(7DF) 6 GikHole Straight Shank Drills (70)
—JU RU )L sG-FAX Oil-Hole Drills

fil —EEAE | a2l 541 24 = TPIWEZULEE | M - MBEE
e wES JU—Kkvm |ATVVAR & was Tigg 1>3x
A
Work Material gt8400 S50C SCM440 NAK SKD61 NAK HPM SUS304 SUS316| FC250 FCD400 A5052 C1100 Nickel Alloy
ructural Steel | Alloy Steel Mold Steel Stainless Steel @t Aluminum Alloy Titanium Allo
Carbon Steel Heat treated Steel | Hardened Steel Copper Alloy v
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 30 ~ 40HRC
Je— B [ElEn#y | XDRE | DEH XD RE | EIn |XDRE | EIREY X0RE | EEH X0RE | EERH | X0RE| @R |[EDRE
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)
0.5 16000| 240 |13000| 150 | 9500 80 | 5100 50 |20000| 300 |23000| 300 | 2500 18
1.0 9500 | 250 8000 | 190 6400 140 3500 65 12000 | 400 |15000| 500 1600 25
20 5700 | 360 4600 | 240 | 3200 160 1900 80 6300 | 490 9700| 760 800 27
3.0 4200 | 460 3400 | 320 2100 170 1300 85 4700 | 640 7200 | 980 530 29
NAZRUIL 5.0 2500 | 430 2000 | 290 1250 165 760 80 2800 | 600 4300 | 920 320 28
8.0 1600 | 370 1300 | 250 800 150 480 75 1800 | 530 2700 | 790 200 26
10.0 1300| 340 1000 | 230 650 140 380 73 1400 | 460 2200 | 730 160 26
12.0 1100| 310 850 | 210 530 130 320 70 1200 | 430 1800 | 670 130 25
16.0 800 | 290 640 | 200 400 120 240 63 880 | 390 1400| 610 100 23
20.0 640 | 260 510| 180 320 110 190 57 700 | 350 1100 | 550 80 21
25.0 510| 240 410 160 250 95 150 50 560 | 330 870| 510 64 19
P 32.0 400| 180 320 | 120 200 70 120 40 440 | 250 680 | 380 50 16
B-8,B-92, 894 (| i suviessues |
SGESR SG-ESR KUV sGEsR Drills
= OGES SG-ES KUJL scEs Drils
VRS - .
SGSS SG ¥a—k KUJb sG short Drills
~ ~ > . .
SGSD SG AL —=brU v 2D KUV s6 straight Shank Drills
3 ~ & . . .
SGOH9D | s6#4f—Ib 2=k y+% RUJL(IDB) 56 0itole Straient Shank Dris (90)
N — o <~ ° .
IR SGTDK SG-FAX 7—I\2+ 22 RU )b sG-FAX Taper Shank Drills
—AEIEAE | a2 54250 . —_— PIEZULEE | i - MREE
e B FUh—kv@m |ATYVARTT sae Tiag 1v3%0
#REIR
Work Material SS400 S50C SCM440 NAK SKDB1 NAK HPM SUS304 SUS316| FC250 FCD4a0 A50$2 C1100 Nickel Alloy
Structural Steel | Alloy Steel Mold Steel Stainless Steel Cast Iron Aluminum Alloy Titanium Allo
UTE Carbon Steel Heat treated Steel | Hardened Steel Copper Alloy Y
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 30 ~ 40HRC
B [BlEn#y |EDRE | [OEH EDERE | BERsy | EDEE | OEH XD RE | OERE) E0ZE | OE XD EE| Oy |EDFE
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)
2 5700 | 300 | 4600 200 3200 120 1800 55 6300 410 | 9700 630 800 23
3 4200 | 380 | 3400 260 | 2100 120 1100 60 4700 530 | 7200 820 580 25
/\u\ﬂ7:: 5 2500 | 360 2000 240 1300 120 760 75 2800 500 | 4300 770 320 23
Y hER 8 1600 | 310 1300 210 800 115 480 80 1800 440 | 2700 660 200 22
ZDft 10 1300 | 280 1000 190 640 110 380 80 1400 390 | 2200 610 160 22
12 1100 | 260 850 180 530 105 320 80 1200 360 1800 560 132 21
16 800 | 240 640 160 400 100 240 70 880 330 1400 500 100 20
20 640 | 220 510 150 320 90 190 60 700 300 1100 460 80 19
25 510 | 200 410 140 250 80 150 50 560 270 870 420 64 18
BHIE 32 400 150 320 110 200 65 120 45 440 210 680 330 50 15
B-14, B-21, B-43, B-44, B-93, B-114 <\{ &% stseasies |
SGESS/SGESR/SGOH3D/5D/7D #5& 86 KU JL YU—Z
D) %mﬁﬂ” |§f5’7 0277, INIBRARIEEDRRICKD BSR4 = A 1) Adjust cutting condition according to the rigidity of machine or work clamp
LT state.
2) _optnﬁu*mmk MEYHRRIEER UCBEA T . 2) For drilling with water soluble cutting fluid.
3) IEFERIFIN TR FU) LBt r‘i@b“C(T’._é‘L\ 3) Provide sufficient amount cutting fluid to the cutting point and in the flute.
P 4) FAIUik—)U RUJVIFWEBBIEHTHENL S 4) Oil-Hole drill, use on internal coolant.
By 5) 7WbIFEEH 3Dc %ﬁ_ZZﬁJ‘ Kﬂ(i’e"litﬂﬁﬂiﬁi%ﬂ@%ﬁIC(;@E;&&;&D 5) Reduce RPM and feed speed by 20% for hole deeper than 3 x Dc or when
el WEZ 20% FFTL IS using non-water soluble cutting fluid.
6) Z:T"/UZW%DDI?%%@(C{KZ?“/77][]1%1?3((7’:"?11% 6) When for Stainless Steel drilling, add step feed.
7) 7BIFRE N 3Dc ERBR BDBAICIFAT v IIMTZTo>TLIEE L), 7) When for hole depth more than 3 x Dc deep. add step feeding.
1212 Uy WHI PRI TEEIC LD YID < THERER R LB EDdh % However, a work material and cutting condition to chip removal may be
o TOBAICIFAMEDIVREUT CTHO>THAT Y TEDZLTLIEE worse. In that case. even if under predetermined hole depth, please step
(A feed.
8) AT v IEDIFNND EEETRULTLET L, 8) In step feed, return to the entrance hole.
9) AF v 78305~ 1DcZBRICLTLIEEW, IE(F 0.2 ~0.5Dc 9) Step feed interval is about 0.5~ 1 X Dc. In small diameter, about 0.2~ 0.5
<HWTY, X De.
10) ALy bFv o, S=UVITF vy IEFERIESL, 10) Use a collet chuck, milling chuck.
11) SGES, SGSD [FA—XTF 4 bRIAT VUM (SUS304 7%&) (ClE 11) SGES and SGSD is not suitable for Austenitic Stainless Steel (SUS304
Eb%ﬁ and others).
B-152 1= _Hﬂg,_ﬁﬁﬂﬂ (SS400) PER=EM (S15CHKE) OBAICIEE Also, for Structural Steel (§5400) and Low-Carbon Steel (S15C), reduce

§E§5(®37* 20% MFTLEE L.

only the RPM.



