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DRD-F
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PCD 2 Flutes Drill
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Spiral Shape at Flute Edge of Solid PCD
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Possible to cut Nonferrous metal and Difficult-to cut Materials
such as Ceramics
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Flattened tip for deburring and machining of inclined surfaces g 8
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TLEae  |nouTTnE| wemae FRP MMC H—F> e
Aluminum Alloy |  High Silicon Copper and | Fiber Reinforced | €5 =2 X30% Carbon Resin
Aluminum | Copper Alloy Plastics Ceramics30%
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@Cutting conditions are recommended on page 35. Unit [size :mm]
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Code No. Flute Diameter Groove Length PCD Length Total Length Shank Diameter

DRD-F-2050 0.5 5 1 38 3
DRD-F-2060 0.6 7 1 38 3
DRD-F-2070 0.7 8 1 38 3
DRD-F-2080 0.8 8 1 38 3
DRD-F-2090 0.9 8 1 38 3
DRD-F-2100 1 8 1 38 3
DRD-F-2110 1.1 8 1 38 3
DRD-F-2120 1.2 8 1 38 3
DRD-F-2130 13 8 1 38 3
DRD-F-2140 1.4 8 1 38 3
DRD-F-2150 1.5 8 2 38 3
DRD-F-2160 1.6 8 2 38 3
DRD-F-2170 1.7 10 2 38 3
DRD-F-2180 1.8 10 2 38 3
DRD-F-2190 1.9 10 2 38 3
DRD-F-2200 2 10 2 38 3
DRD-F-2210 2.1 10 2 38 3
DRD-F-2220 2.2 10 2 38 3
DRD-F-2230 2.3 10 2 38 3
DRD-F-2240 24 10 2 38 3
DRD-F-2250 2.5 10 2 38 3
DRD-F-2260 2.6 10 2 38 3
DRD-F-2270 2.7 10 2 38 3
DRD-F-2280 2.8 10 3 38 3
DRD-F-2290 29 10 3 38 3
DRD-F-2300 3 10 3 38 3




DRD-2. DRD-F
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Referential Cutting Conditions
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DRD-F are encouraged to reduce the feed rate by 20% of the following conditions.
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Workpiece Aluminum Alloy High Silicon Aluminum Copper and Copper Alloy | Fiber Reinforced Plastics
A} & THIRE | XVRE | UHIRE | ZVERE | THRE | XVRE | UHIRE | ZYERE
Flute Diameter Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed
mm m/min mm/rev m/min mm/rev m/min mm/rev m/min mm/rev
03 ~1.0 30~ 70 [ 0.005~001 20~ 60 | 0.005~001 20~ 60 | 0005~001 [ 20~ 60 | 0.005~001
1.01~2.0 40~ 80 001 ~0.05 30~ 70 | 001 ~0.05 30~ 70 | 001 ~005 [ 30~ 70 0.02 ~0.05
2.1 ~30 50~120 004 ~0.1 40~100 | 0.04 ~0.1 40~100 | 003 ~008 [ 40~100 0.03 ~0.08
btz MMC (£Z X v 7 Z30%) A—AR> & s
Workpiece MMC (Ceramics 30%) Carbon Resin
A} =& UHIRE | XVRE | VHERE | &VRE | UHRE | XUERE
Flute Diameter Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed
mm m/min mm/rev m/min mm/rev m/min mm/rev
03 ~1.0 10~40 0.005~0.01 20~ 60 | 0.005~0.01 20~ 60 | 0.005~0.01
1.01~2.0 20~50 0.02 ~0.05 30~ 70 | 001 ~0.05 30~ 70 | 001 ~0.05
21 ~30 30~70 0.03 ~0.1 40~100 | 0.04 ~0.1 40~100 | 0.04 ~0.1
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Remarks

(1)Use rigid and accurate Machines and Tool Holders.
(2)Adjust Revolution and Feed Speed at the same rate.
(3JAdjust the cutting conditions respectively according to Cutting shape and Machine rigidity
since these conditions are shown just as Standard.
(4)Shorten overhang as much as possible is recommendable.
(5)Minimize Run out on fixing tool.

35

ONTo





