KDL-90
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Tungsten Carbide straight long Drill
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A wide range of work materials can be machined MG e
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General Structural | Caebon Steel Alloy Steel Stainless Steel | Aluminum Alloy Resin
Steel Tool Steel Ceramics
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@Cutting conditions are recommended on page 125. Unit [size :mm]
m E HED BRL eRL m & HED BRL eRL
Code No. Flute Diameter Groove length Total Length Code No. Flute Diameter Groove length Total Length
KDL-90-2100 1 25 75 KDL-90-2250 25 35 100
KDL-90-2105 1.05 25 75 KDL-90-2255 2.55 35 100
KDL-90-2110 1.1 25 75 KDL-90-2260 26 35 100
KDL-90-2115 1.15 25 75 KDL-90-2265 2.65 35 100
KDL-90-2120 1.2 25 75 KDL-90-2270 27 35 100
KDL-90-2125 1.25 25 75 KDL-90-2275 2.75 35 100
KDL-90-2130 13 25 75 KDL-90-2280 28 35 100
KDL-90-2135 1.35 25 75 KDL-90-2285 2.85 35 100
KDL-90-2140 14 30 75 KDL-90-2290 29 35 100
KDL-90-2145 1.45 30 75 KDL-90-2295 295 35 100
KDL-90-2150 15 30 75 KDL-90-2300 3 50 100
KDL-90-2155 1.55 30 75
KDL-90-2160 1.6 30 75
KDL-90-2165 1.65 30 75
KDL-90-2170 1.7 30 75
KDL-90-2175 1.75 30 75
KDL-90-2180 1.8 30 75
KDL-90-2185 1.85 30 75
KDL-90-2190 1.9 30 75
KDL-90-2195 1.95 30 75
KDL-90-2200 2 30 75
KDL-90-2205 2.05 30 75
KDL-90-2210 2.1 30 75
KDL-90-2215 215 30 75
KDL-90-2220 22 30 75
KDL-90-2225 2.25 30 75
KDL-90-2230 23 30 75
KDL-90-2235 2.35 30 75
KDL-90-2240 24 35 100
KDL-90-2245 245 35 100
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KDSA-2, KDS-2, KDSL-2
KDS-F. KDSL-F. KDS-90. KDSL-90

EIE S

Referential Cutting Conditions

OTIALNI—7 o >~ J{JDKDSA-2lE FEEEHFD20%~30% 7 v THEHER N LE T,

KDSA-2 with TiA £ N coating shall be recommended to increase 20%~30% on the following conditions

@KDS-F « KDSL-FIE a0 D20% D% W REZ SR LE T,
KDS-F and KDSL-F are encouraged to reduce the feed rate by 20% of the following conditions.

WHIR | R - —ARAEE R G - TEH ATV LA TIVEZOLESE
Workpiece Carbon Steel- Alloy Steel-Tool Steel Stainless Steel Aluminum Alloy
General Structural Steel
SS -« S55C SCM-SKT+SKS+SKD SUS303,5US304,SUS416 ADC-AC
R |UHRE| XYUERE (UHEHERE| XYRE |(VHRE| XURE |UHERE| XUERE
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
03~049 10~20 0.005~0.01 5~15 0.003~0.008 3~6 0.001 10~30 0.01~0.04
0.5~0.99 15~30 001 ~0.02 8~25 0.005~0.013 7~15 0.001~0.003 15~40 0.02~0.06
1.0~1.99 20~40 0.02 ~0.04 10~30 0.01 ~0.02 10~25 0.003~0.015 20~50 0.04~0.1
2.0~3.0 25~45 0.04 ~0.08 15~30 0.02 ~0.035 13~30 0.01 ~0.025 25~60 0.08~0.2
s £ |- IEBRIROIRNZR/NNCNZ TEEL, -Minimize Run out on fixing tool.
Remarks | « tDEIHMEFRALTTEL, -Use Cutting Oil.

KDL-2. KDLL-2
KDL-F. KDLL-F. KDL-90. KDLL-90

EIE S

Referential Cutting Conditions

@KDL-F + KDLL-FIE FEERED20% B D% ) REZ RN LE T,
KDL-F and KDLL-F are encouraged to reduce the feed rate by 20% of the following conditions.

WHIM | KR - —ARAEE aai - TEH A7 LA TIVEZU LE®
Workpiece Carbon Steel* Alloy Steel-Tool Steel Stainless Steel Aluminum Alloy
General Structural Steel
SS -+ S55C SCM-SKT-SKS-SKD SUS303,5US304,5US416 ADC-AC
FH R |UHRE| XURE (UHRE| XYRE |(VHRE| XURE |UHERE| XURE
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
0.3~049 9~15 0.003 8~14 0.002 5~8 0.0005~0.001 10~30 0.01~0.04
05~099 | 15~30 | 0008~0017 | 12~25 | 0005~0013 [ 9~15 | 0001 ~0003 | 15~40 | 0.02~0.06
10~199 | 20~45 | 002 ~004 | 15~35 | 001 ~0018 | 10~25 | 0005 ~0015 | 20~50 | 004~0.
20~30 | 25~55 | 005 ~007 17~28 | 002 ~0035 | 13~30 | 002 ~003 | 25~60 | 008~02
e & |- IERIFROIRNZR/NCHNZ TEEL, -Minimize Run out on fixing tool.
Remarks | - YIHIHZMRE L TTELY, -Use Cutting Oil.
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