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KDRLS-2

BEO> Iy KUV
Tungsten Carbide Long Shank Drill
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Longer overall length for deep
hole location machining

. _’,ﬂ_
T ———————

WHIA Workpiece

SMG

30°
FOLH

Twist Angle

120°
Hth

Point Angle

#3.08 006

— i mal | 2e8W-TAM | 27vLzE | TLzag s
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 144. Unit [size :mm]
m  E FED | BRL eRL e m & HED | BRL 2RL R
Code No. Flute Diameter | Groovelength | TotalLength | Shank Diameter Code No. Flute Diameter | Groove length | TotalLength | Shank Diameter

KDRLS-203002 0.3 2 100 3 KDRLS-210505 1.05 5 100 3
KDRLS-203005 03 5 100 3 KDRLS-210510 1.05 10 100 3
KDRLS-203502 0.35 2 100 3 KDRLS-211005 1.1 5 100 3
KDRLS-203505 0.35 5 100 3 KDRLS-211010 1.1 10 100 3
KDRLS-204003 04 3 100 3 KDRLS-211505 1.15 5 100 3
KDRLS-204006 04 6 100 3 KDRLS-211510 1.15 10 100 3
KDRLS-204503 0.45 3 100 3 KDRLS-212005 1.2 5 100 3
KDRLS-204506 0.45 6 100 3 KDRLS-212010 1.2 10 100 3
KDRLS-205003 0.5 3 100 3 KDRLS-212505 1.25 5 100 3
KDRLS-205006 0.5 6 100 3 KDRLS-212510 1.25 10 100 3
KDRLS-205503 0.55 3 100 3 KDRLS-213005 13 5 100 3
KDRLS-205506 0.55 6 100 3 KDRLS-213010 13 10 100 3
KDRLS-206003 0.6 3 100 3 KDRLS-213505 135 5 100 3
KDRLS-206006 0.6 6 100 3 KDRLS-213510 135 10 100 3
KDRLS-206503 0.65 3 100 3 KDRLS-214005 14 5 100 3
KDRLS-206506 0.65 6 100 3 KDRLS-214010 14 10 100 3
KDRLS-207004 0.7 4 100 3 KDRLS-214505 1.45 5 100 3
KDRLS-207008 0.7 8 100 3 KDRLS-214510 1.45 10 100 3
KDRLS-207504 0.75 4 100 3 KDRLS-215005 1.5 5 100 3
KDRLS-207508 0.75 8 100 3 KDRLS-215010 15 10 100 3
KDRLS-208004 0.8 4 100 3 KDRLS-215505 1.55 5 100 3
KDRLS-208008 0.8 8 100 3 KDRLS-215510 1.55 10 100 3
KDRLS-208504 0.85 4 100 3 KDRLS-216007 1.6 7 100 3
KDRLS-208508 0.85 8 100 3 KDRLS-216015 1.6 15 100 3
KDRLS-209004 0.9 4 100 3 KDRLS-216507 1.65 7 100 3
KDRLS-209008 0.9 8 100 3 KDRLS-216515 1.65 15 100 3
KDRLS-209504 0.95 4 100 3 KDRLS-217007 1.7 7 100 3
KDRLS-209508 0.95 8 100 3 KDRLS-217015 1.7 15 100 3
KDRLS-210005 1 5 100 3 KDRLS-217507 1.75 7 100 3
KDRLS-210010 1 10 100 3 KDRLS-217515 1.75 15 100 3




KDRLS-2

KDRLS-218007 1.8 7 100 3
KDRLS-218015 1.8 15 100 3
KDRLS-218507 1.85 7 100 3
KDRLS-218515 1.85 15 100 3
KDRLS-219007 1.9 7 100 3
KDRLS-219015 1.9 15 100 3
KDRLS-219507 1.95 7 100 3
KDRLS-219515 1.95 15 100 3
KDRLS-220010 2 10 100 3
KDRLS-220020 2 20 100 3
KDRLS-221010 2.1 10 100 3
KDRLS-221020 | 2.1 20 100 3
KDRLS-222010 | 2.2 10 100 3
KDRLS-222020 [ 2.2 20 100 3
KDRLS-223010 23 10 100 3
KDRLS-223020 23 20 100 3
KDRLS-224012 24 12 100 3
KDRLS-224024 24 24 100 3
KDRLS-225012 2.5 12 100 3
KDRLS-225024 [ 25 24 100 3
KDRLS-226012 26 12 100 3
KDRLS-226024 26 24 100 3
KDRLS-227012 2.7 12 100 3
KDRLS-227024 2.7 24 100 3
KDRLS-228012 28 12 100 3
KDRLS-228024 | 2.8 24 100 3
KDRLS-229012 29 12 100 3
KDRLS-229024 [ 2.9 24 100 3
KDRLS-230012 3 12 100 3
KDRLS-230024 3 24 100 3
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Referential Cutting Conditions

@KDR-F - KDRLS-2\& FEE&HD20% R DE ) REZRMWNLE T,
KDR-F and KDRLS-2 are encouraged to reduce the feed rate by 20% of the following conditions.
OTIALNI—7 « > 7FDKDRA-2IF FEESAFD20%~30% 77 TZ RN LET

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

WHIR | R - —ARAEE 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

0.03~0.09 2~10 0.0005~0.002 2~ 8 0.0005~0.001 2~ 6 0.0005~0.001 4~ 6 0.0005~0.001
0.1 ~0.29 5~15 0.002 ~0.01 5~12 0.001 ~0.005 2~ 8 0.0005~0.002 10~20 0.005 ~0.02
03 ~049 | 10~25 0.005 ~0.02 8~20 0.002 ~0.01 6~12 0.001 ~0.005 10~30 001 ~0.04
0.5 ~0.99 15~30 001 ~0.04 10~25 0.005 ~0.02 10~20 0.002 ~0.01 15~40 0.02 ~0.06
1.0 ~199 | 20~40 002 ~0.06 15~30 001 ~0.05 12~25 0.005 ~0.02 20~50 004 ~0.1
20 ~30 25~50 005 ~0.1 20~40 003 ~0.08 20~36 0.01 ~0.05 25~60 0.08 ~0.2
e & |- IERIROIRNZR/NNHNZ TEEL, -Minimize Run out on fixing tool.
Remarks | « tDEIHEFERALTTFEL, -Use Cutting Oil.






