KCD-90 KCDA-90
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Tungsten Carbide 2 Flutes Drill (Turbo Drill) Tungsten Carbide 2 Flutes Drill (Turbo Drill)
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Twist Angle 30°at both Small Flute Diameter TiALN coating is applied.
and Large Flute Diameter BAER, AREEXILAI
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Possible to cut by High Efficiency without Bur W\ =% L EEERNM T A RIEE,
Possible to cut by High Efficiency without Bur
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General Structural | Caebon Steel Alloy Steel | Stainless Steel |Aluminum Alloy Resin General Structural | Caebon Steel Alloy Steel | Stainless Steel
Steel Tool Steel Ceramics Steel Tool Steel Ceramics
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@Cutting conditions are recommended on page 150. @Cutting conditions are recommended on page 150.
B[S mm] B 7 [7E  mm]
Unit [size :mm] Unit [size :mm]
m  E FED | ARL £RL | WRd m & HAED | ARL 2RL | #&d
Code No. Flute Diameter Flute Length Total Length | Shank Diameter Code No. Flute Diameter Flute Length Total Length | Shank Diameter
KCD-9003 0.3 03 60 3 KCDA-9003 03 0.3 60 3
KCD-9004 04 0.5 60 3 KCDA-9004 04 0.5 60 3
KCD-9005 0.5 0.6 60 3 KCDA-9005 0.5 0.6 60 3
KCD-9008 038 1 60 3 KCDA-9008 038 1 60 3
KCD-9010 1 13 60 4 KCDA-9010 1 13 60 4
KCD-9012 1.2 15 60 4 KCDA-9012 1.2 15 60 4
KCD-9015 15 1.9 60 4 KCDA-9015 15 19 60 4
KCD-9020 2 2.6 60 6 KCDA-9020 2 2.6 60 6
KCD-9020L 2 2.6 150 6 KCDA-9020L 2 2.6 150 6
KCD-9025 2.5 3.2 60 6 KCDA-9025 25 3.2 60 6
KCD-9025L 25 3.2 150 6 KCDA-9025L 25 3.2 150 6
KCD-9030 3 3.9 70 8 KCDA-9030 3 3.9 70 8
KCD-9030L 3 3.9 150 8 KCDA-9030L 3 39 150 8
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Referential Cutting Conditions

OTIAINI—T 1 > J{FDKCDAIE FEERHED20%~30%7 v THEHERNLE T,

KCDA with TiAZN coating shall be recommended to increase 20%~30% on the following conditions.

WHIM | - —ABERN| 2 - TEM ATV LA % £ N
Workpiece Carbon Steel* Alloy Steel+Tool Steel Stainless Steel Cast iron Aluminum Alloy
General Structural Steel
SS - S55C SCM-SKT-SKS-SKD SUS303,5US304,SUS416 FC-FCD ADC-AC
F R | B | XYRE | [EERE | XY RE | B | XVRE | B | XY RE | EERE | XD RE
Flute Diameter | Revolution Feed Revolution Feed Revolution Feed Revolution Feed Revolution Feed
mm min”! mm/rev min”' mm/rev min"! mm/rev min"! mm/rev min”' mm/rev
0.3 40,000 | 0.01 ~0.03 32,000 | 0.005~0.02 25,000 | 0.005~0.02 40,000 | 0.01 ~0.03 55,000 0.01~0.03
04 33,500 | 0.015~0.04 26,000 | 0.01 ~0.03 20,000 | 0.01 ~0.03 33,500 [ 0.015~0.04 46,000 0.02~0.05
0.5 27,000 | 0.02 ~0.05 21,000 | 0.015~0.04 16,000 | 0.015~0.04 27,000 | 0.02 ~0.05 37,000 | 0.02~0.06
0.6 21,000 | 0.02 ~0.06 16,000 | 0.02 ~0.05 13,000 | 0.02 ~0.05 21,000 | 0.02 ~0.06 29,000 | 0.01~0.07
0.7 18,000 | 0.025~0.07 14,000 [ 0.02 ~0.06 10,800 | 0.02 ~0.06 18,000 | 0.025~0.07 25,000 | 0.03~0.08
0.8 16,000 | 0.03 ~0.08 12,500 | 0.025~0.07 10,000 | 0.025~0.07 16,000 | 0.03 ~0.08 22,000 | 0.01~0.09
0.9 15,500 [ 0.03 ~0.09 12,000 [ 0.03 ~0.08 9,500 | 0.03 ~0.08 15,500 | 0.03 ~0.09 21,000 | 0.05~0.1
1.0 15,000 | 0.05 ~0.1 11,500 | 0.04 ~0.1 9,000 [ 0.04 ~0.1 15,000 | 0.05 ~0.1 20,500 0.05~0.1
1.2 12,500 | 0.05 ~0.1 10,000 | 0.04 ~0.1 7,800 | 0.04 ~0.1 12,500 | 0.05 ~0.1 17,500 0.05~0.12
1.5 10,800 | 0.05 ~0.12 8500 | 004 ~0.1 6,500 | 0.04 ~0.1 10,800 | 0.05 ~0.12 15000 | 0.06~0.14
2.0 8200 [ 0.06 ~0.14 6,400 | 0.06 ~0.12 4,800 | 0.06 ~0.12 8200 ([ 0.06 ~0.14 11,500 [ 0.08~0.15
25 6,400 [ 0.08 ~0.15 5,000 [ 0.08 ~0.14 4,000 | 0.08 ~0.14 6,400 [ 0.08 ~0.15 9,000 | 0.1 ~0.18
3.0 5500 (01 ~0.8 4,200 | 0.08 ~0.15 3200 | 0.08 ~0.15 5500 (0.1 ~0.18 7600 | 0.1 ~02
& & |- @&iEE)EEFFECEIE THELTTEL, -Adjust Revolution and Feed Speed at the same rate.
Remarks |- YIEIHZMRA L TTREL, +Use Cutting Qil.






