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Tungsten Carbide 2 Flutes Step Drill
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A wide range of work materials can be machined MG 9
from general steel to aluminum UL SimA
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By making the tip stepped, burrs are suppressed
and stable processing is possible
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@Cutting conditions are recommended on page 153. Unit [size :mm]
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Code No. | Flute Diameter | Fute Diameter | Flute Length | Groove ength | Total Length | Shank Diameter CodeNo. | Flute Diameter | Fute Diameter | Flute Length | Groove length | Total Length | Shank Diameter
KXDS-2005| 0.5 04 0.5 3 50 3 KXDS-2035( 3.5 3.1 1.5 12 50 4 H
KXDS-2006 06 | 05 | 05 4 | 50 3 KXDS-2036( 36 |32 | 15 | 12 | 50 4 1
KXDS-2007| 0.7 0.6 0.5 4 50 3 KXDS-2037| 3.7 33 15 12 50 4 IIJ
KXDS-2008| 0.8 0.7 0.5 4 50 3 KXDS-2038| 3.8 34 1.5 12 50 4 JU
KXDS-2009| 0.9 0.75 0.5 4 50 3 KXDS-2039| 3.9 35 15 12 50 4
KXDS-2010( 1 08 0.8 5 50 3 KXDS-2040| 4 3.6 15 15 50 4
KXDS-2011] 1.1 09 0.8 5 50 3 KXDS-2041| 4.1 3.7 15 15 50 6
KXDS-2012| 1.2 1 0.8 5 50 3 KXDS-2042| 4.2 3.8 15 15 50 6
KXDS-2013] 1.3 1.1 0.8 5 50 3 KXDS-2043( 43 39 15 15 50 6 cati
KXDS-2014| 1.4 1.2 0.8 5 50 3 KXDS-2044 | 44 4 1.5 15 50 6
KXDS-2015( 1.5 1.2 0.8 5 50 3 KXDS-2045( 4.5 4.1 1.5 15 50 6
KXDS-2016| 1.6 13 0.8 8 50 3 KXDS-2046| 4.6 42 15 15 50 6
KXDS-2017| 1.7 14 0.8 8 50 3 KXDS-2047| 4.7 43 15 15 50 6
KXDS-2018| 1.8 15 0.8 8 50 3 KXDS-2048| 4.8 44 15 15 50 6
KXDS-2019] 1.9 16 0.8 8 50 3 KXDS-2049| 49 45 15 15 50 6
KXDS-2020| 2 1.7 1 10 50 3 KXDS-2050| 5 4.6 1.5 18 60 6
KXDS-2021] 2.1 18 1 10 50 3 KXDS-2051| 5.1 4.7 1.5 18 60 6
KXDS-2022| 2.2 19 1 10 50 3 KXDS-2052| 5.2 4.8 1.5 18 60 6
KXDS-2023| 23 2 1 10 50 3 KXDS-2053( 5.3 49 15 18 60 6
KXDS-2024| 24 21 1 10 50 3 KXDS-2054| 54 5 15 18 60 6
KXDS-2025| 2.5 2.1 1 10 50 3 KXDS-2055| 5.5 5.1 15 18 60 6
KXDS-2026| 2.6 22 1 10 50 3 KXDS-2056| 5.6 52 15 18 60 6
KXDS-2027| 2.7 23 1 12 50 3 KXDS-2057| 5.7 53 15 18 60 6
KXDS-2028| 2.8 24 1 12 50 3 KXDS-2058| 5.8 54 1.5 18 60 6
KXDS-2029| 2.9 25 1 12 50 3 KXDS-2059| 5.9 55 15 18 60 6
KXDS-2030( 3 26 1 12 50 3 KXDS-2060| 6 5.6 15 20 60 6
KXDS-2031| 3.1 27 15 12 50 4
KXDS-2032| 3.2 28 1.5 12 50 4
KXDS-2033| 3.3 29 1.5 12 50 4
KXDS-2034| 3.4 3 1.5 12 50 4
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KXDS-2

YIRIRHEE

Referential Cutting Conditions
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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| XURE (UHERERE| 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
0.5~09 15~20 0.01~0.03 10~20 0.01~0.02 10~20 0.01~0.02 20~30 0.03~0.06
1.0~1.9 15~25 0.02~0.04 10~25 0.02~0.03 10~25 0.02~0.03 25~35 0.04~0.07
20~3.0 20~30 0.03~0.05 15~25 0.03~0.04 15~25 0.03~0.04 30~40 0.04~0.08
3.1~40 30~40 0.06~0.08 20~30 0.04~0.06 20~30 0.04~0.06 40~50 0.08~0.1
41~50 30~40 0.08~0.1 20~30 0.05~0.08 20~30 0.04~0.06 40~50 0.08~0.1
5.1~6.0 30~45 0.1~0.12 20~30 0.05~0.1 20~30 0.05~0.1 50~80 0.1 ~0.2
s £ |- IEEEOIRNZR/NCHIZ T EEWL, +Minimize Run out on fixing tool.
Remarks | - tIEIHZEFER L TTFELY, -Use Cutting Oil.
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Referential Cutting Conditions
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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
HA B O|\THEE| XYURE (UHERE| XURE (VHERE| Z=URE |UHRE| 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
0.5~09 10~20 0.01~0.03 8~20 0.01~0.02 8~20 0.01~0.02 15~30 0.03~0.06
1.0~19 10~25 0.02~0.04 8~25 0.02~0.03 8~25 0.02~0.03 20~35 0.04~0.07
2.0~3.0 15~30 0.03~0.05 12~25 0.03~0.04 12~25 0.02~0.04 25~40 0.04~0.08
3.1~40 25~40 0.06~0.08 15~30 0.04~0.06 15~30 0.04~0.06 35~50 0.08~0.1
41~50 25~40 0.08~0.1 15~30 0.05~0.08 15~30 0.04~0.06 35~50 0.08~0.1
5.1~6.0 30~45 0.1 ~0.12 15~30 0.05~0.1 15~30 0.05~0.1 45~80 0.1 ~0.2
g £ |- IEEEOIRNZR/NCHIZ TS EEL, -Minimize Run out on fixing tool.
Remarks | « tJELMEBERALTTFEL, -Use Cutting Oil.
IEH
Processing Example
T e #WHEIA Workpiece S50C
. HBRER IV
o /] b ZAVE=D)) T E Tools KXDS-2011 ¢ 1.1
't _ &5k (min ) 5,800
. KXDS-2011 %) (mm/rev) 0.03
7 I EERL AT (mm) 50
% 27w (mm) 0.4
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