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Drill & Tap Series for High Hardness Steels and Dies Vol.1
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A stable operation on machining center against
high hardness steel drilling and threading
with water soluble coolant.
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Easily machines die-casting die steel, which is normally difficult to machine. The high-strength design ensures stable machining and peace of mind.

SIEEH (~55HRC) BEES£HE  Wrses ™™= WH55-5D (P3~4)
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Machines die-casting dies in a stable manner. It is optimally suited for steel
materials up to 55HRC.
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Improved tool life with internal coolant supply on Die cast mold. Best for steels
up to 55HRC.

=, Carbide straight fluted tap f

=EE(~ 55HRC) FERA2EIELE ety WHS55-OT (P7~8)
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It is optimally suited for steel materials up to 55HRC. It exerts stable machining

performance on high hardness steel. It ensures peace of mind even when using
water-soluble coolant.

JEEHI]ISS H RC EEEDXJ:*J%I- ! Best for 55HRC and over!
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This drill has been designed for ultra-hard steel. Its time-proven cutting edge shape

ensures stable machining while its coating for high hardness steel ensures a long tool life.

25t (et WHG2-OT (P7~8)

AIIIT WH55-OT 75 I TRIESEEIM T+, BFRIRTRREEAFEEEWA R,

Can be used on higher hardness materials which WH55-OT cannot handle. Please call our sales office about available dimensions and sizes.
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Carbide Hole Machining Tool Selection Map

EIE7J<.e'I$tJJﬁJ:H!ﬁU

Non-Water Soluble

CPM-SFT M1.4~M48 ( V-XPM-HT M3~M12 )
CPM-POT M1.4~M48 .
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Drilling and tapping completed on a single machine!
The amount of labor associated with machining holes is dramatically reduced. TIAVan ) SpECial Brderroaucts

KBS L HiE ( WH55-0T M3~Mi12 '
Water Soluble

: ( VX-0T M2~M20

.....................
Lecococcoe®

WH70-DRL g2~gi12

WH55-5D g2~¢12
WHO55-5D ¢3.3~¢12

(SH-DFIL ¢2~¢1B.S)

[ FH-GDS.GDN (¢0.3~$2) FHL-GDTS (¢1~63 &#.M)
( FS.WDO ) For deep hole

(_ VPH-GDS ¢0.5~¢20 )
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30HRC 40HRC 50HRC 60HRC
EE Hardness
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Providing a strong support for all your needs
for machining holes including general dies (mold
bases and dies)!

EAMERNFRAS, REFRtballER SRENIHER!

Along with our conventional products, these tools provide total support for your die machining needs!
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Taps sultable for tapping hardened steels (35HRC~)
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Carbide drill for high hardness steel (up to 55HRC)

WHS55-5D
O & BN FEESE ‘
Tool Material Micro Grain Carbide RFET] 2 |
R thinning
OFHEHR WXS &2
Surface Treatment WXS Coating L
. ﬁgzlkﬁq% Dimensions BARZI:mm  Unit:mm
CIVE BOKk | 2K | B | ERE Le Bk | 2K | B | B
Dc 2 L Ds Stock Dc 2 L Ds Stock
3312200 2 18 68 4 B 3312700 7 56 | 102 8 B
3312250 2.5 23 73 4 B 3312750 7.5 60 |118 8 B
3312280 2.8 27 73 4 B 3312780 7.8 64 (118 8 B
3312300 3 29 78 6 B 3312800 8 64 118 8 B
3312330 3.3 32 78 6 B 3312850 8.5 68 | 128 10 B
3312350 3.5 32 78 6 B 3312870 8.7 70 | 128 10 B
3312380 3.8 36 78 6 B 3312880 8.8 72 | 128 10 B
3312400 4 36 78 6 B 3312900 9 72 | 128 10 B
3312420 4.2 38 88 6 B 3312950 9.5 76 | 136 10 B
3312450 4.5 41 88 6 B 3312980 9.8 80 | 136 10 B
3312480 4.8 45 88 6 B 3313000 | 10 80 | 136 10 B
3312500 5 45 88 6 B 3313030 | 10.3 84 | 146 12 B
3312510 5.1 42 92 6 B 3313050 | 10.5 84 | 146 12 B
3312550 5.5 44 o2 6 B 3313080 | 10.8 88 | 146 12 B
3312580 5.8 48 92 6 B 3313100 |11 88 | 146 12 B
3312600 6 48 92 6 B 3313150 | 11.5 92 | 156 12 B
3312650 6.5 52 | 102 8 B 3313180 | 11.8 96 | 156 12 B
3312680 6.8 56 | 102 8 B 3313200 | 12 96 | 156 12 B

B=#iR4EETFSR B=Standard stock item.

AERARIMERT. KELREENIF TR,

Orders for different diameters and lengths are also accepted.

BHSERIEEIENAR,

Please contact our sales staff for more information.

B tEISR 4B BEZE Recommended Drilling Conditions

T REFRIN - VN - TR DAC55. DH31S. SKD61. SKD11, STAVAX&
SKD61 FEER)
M *‘I’ SPECIAL ALLOY STEELS - HARDENED STEELS - PREHARDENED STEELS
iy oS nched 45~50HRC 50~55HRC
TIHIRE 35~55m/min 20~30m/min 20~30m/min
MR $IR BHAE =55 BHEE =5 HEE
DRILL DIA. SPEED FEED RATE SPEED FEED RATE SPEED FEED RATE
(mm) (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
2 6,400 0.02 ~ 0.04 4,000 0.02 ~ 0.04 4,000 0.02 ~0.04
3 4,200 0.03 ~ 0.06 2,700 0.03 ~ 0.06 2,700 0.03 ~0.06
4 3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~0.08
5 2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~0.1
6 2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~0.12
8 1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~0.16
10 1,300 0.1 ~ 0.2 800 0.1 ~ 0.2 800 0.1 ~0.2
12 1,100 0.12 ~ 0.24 700 0.12 ~ 0.24 700 0.12 ~0.24

1. B RAERRE R FA M TIE A& EIN T,

2. (R 20T R RAKA T HH.

3. {EFH MBI M E E R R E RIS 20430, TIRIERE B FE30%.

4. FFEhRT, BERLRG, THISHMERL, FEEMEBE
#17£0.02mm AT,

5. THIIFVMMBITTER , TR,

1. The indicated speeds and feeds are for water soluble oil.

2. Suitable cutting fluid is water-emulsifiable high density oil (less than 20 times dilution) .

3. When using non-water soluble oil or water-emulsifiable (over 20 times dilution) , reduce
drilling speed by 30%.

4. When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.

5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.
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WH55-5D

Stable machining on DAC55 even high performance.

ERr=m
Traditional Product

WH55-5D 5f&47=F 1T DAC( 48HRC AILLER
A comparison between current product and DAC55(48HRC)

RS ?5.1 I FLEY number of Holes ~ (FL Holes)
Size 0 100 200 300 400 500
INTHR
Work Material DAC55(48HRC) EI'?EQHHI
t gl . L i e ontinue
g?—iﬁijggpeed 30m/min (1,872min™) 18m/min (1,123min™") WH55_5D
Eﬁg 13Tmm/min(0.07mm/rev) 74mm/min(0.06mm/rev) g{,ﬁﬁ’fl
glﬁih f Hol 1omm (2.9981%_'_%‘)) iR
ep O ole n

i = Breakage
P AGEPELIER) ﬁ;ﬁﬁﬁﬂ
Coolant Water Soluble Product e i
LRIMTTE HMERER T Breakage
Coolant feeding method External — -
FERR TRINTHG(BT30) WH55-5D 2 EINT4007L/5 JIEIRERG M #RE0T.
Machine Vertical Machining Center

BRFRINIAZI200F L EEITIR.
WH55-5D showed a stable drilling, no damage after 400 holes.
Current design showed a big damage and less than 200 holes tool life.

. STAVAXIEERKSHINT !

A stable and a long tool life against STAVAX.

R ¢5.1 AT FLET Number of Holes (7L Holes)
;"Ze - 100 200 300 400
DI Il Il Il Il
Work Material STAVAX (SQHRC)
IEIERE ; in-
Driling Speed 17.5m/min (1,092min™) ey
s = - HEMT
’%ﬁi 76mm/min(0.07mm/rev) WHS5-5D g{mt%.?e
=40
Stop 3mm (0.6D)
LR 15mm (2.9DE7L)
Depth of Hole (Blind)
BIEHF AEMELDEEF
=
Coolant Water Soluble ‘gﬁan 2907, w7
EHAE HNEREAH Traditional Holes Breakage
Coolant feeding method ~ External Product
EFRH X INTH(BT30)
Machine Vertical Machining Center
WH55-5DEMNTT300FLLAE , $53K8BRMG , aRENT. SHERARRERS.
WH55-5D shows no damage and capable continued operation after 300 holes. Please see the difference of wear.
M T 424IDH31SHYIEENT
Stable operation on difficult to machine DH31S
DH31SHIMm A 148E
R~ W0 T100f. /5898 (mm) Durability DerfoEr’rJnEﬁgxz\orniDﬁ)-tbal s
Size ®»8.5 Photo of after drilling 100 holes °°5
N IT#AR
Work Material DH31S (53HRC) e oo ‘/-’.
MR - - - /
Driling Speed 30m/min (1,123min™) %oo /./
Eﬁi 191Tmm/min(0.17mm/rev) g 02
LR 25mm (2.9D &%) Yool /o
Depth of Hole (Through) g :
L3R5 I PELE R Soolp
Coolant Water Soluble 0 20 40 60 80 100 120
SHTTE HNERLEH HNTFLEX Number of Holes (7L, Holes)
Coolant feeding method External
EFA TR INTH0 (BT40)
Machine Vertical Machining Center

£33 DH3LS #4HIINT1004Lf5 , #53k ERBEHRVNERE. MIER7IMR , FREMRE

After 100 holes, minor wear against tough DH31S. No chipping and excellent stableness.
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Carbide drill with oil hole for high hardness steel (up to 55HRC)
WHOS55-5D

——

———— —

otF K’ BN RS E ‘
Tool Material Micro Grain Carbide RFAET) £
R thinning
OFEIR WXS &2
Surface Treatment WXS Coating L
A I . .
. ﬁ’%ﬁqﬁ Dimensions BRI:mm  Unit:mm
BmsS el 2Ok | 2K | wR | ER BmS LVe BOK | 2K | WR | ER
EDP No. Dc 2 L Ds Stock EDP No. Dc 2 L Ds Stock

3316330 3.3 32 78 6 B 3316570 5.7 46 92 6 B
3316340 34 32 78 6 B 3316580 5.8 48 92 6 B
3316349 349 32 78 6 B 3316590 5.9 48 92 6 B
3316350 B35 32 78 6 B 3316600 6 48 92 6 B
3316360 3.6 34 78 6 B 3316650 6.5 52 102 8 B
3316370 3.7 34 78 6 B 3316680 6.8 56 102 8 B
3316380 3.8 36 78 6 B 3316700 7 56 102 8 B
3316390 3.9 36 78 6 B 3316750 7.5 60 118 8 B
3316400 4 36 78 6 B 3316780 7.8 64 118 8 B
3316410 4.1 38 88 6 B 3316800 8 64 118 8 B
3316415 4.15 38 88 6 B 3316850 8.5 68 128 10 B
3316420 4.2 38 88 6 B 3316858 8.58 70 128 10 B
3316430 4.3 41 88 6 B 3316870 8.7 70 128 10 B
3316440 4.4 41 88 6 B 3316880 8.8 72 128 10 B
3316450 4.5 41 88 6 B 3316900 9 72 128 10 B
3316460 4.6 43 88 6 B 3316950 9.5 76 136 10 B
3316470 4.7 43 88 6 B 3316980 9.8 80 136 10 B
3316480 4.8 45 88 6 B 3316997 9.97 80 136 10 B
3316490 4.9 45 88 6 B 3317000 10 80 136 10 B
3316500 15 45 88 6 B 3317030 10.3 84 146 12 B
3316510 5.1 42 92 6 B 3317050 10.5 84 146 12 B
3316520 5.2 42 92 6 B 3317080 10.8 88 146 12 B
3316530 5.3 44 92 6 B 3317100 11 88 146 12 B
3316540 54 44 92 6 B 3317150 11.5 92 156 12 B
3316550 5.5 44 92 6 B 3317156 11.56 94 156 12 B
3316556 5.56 46 92 6 B 3317180 11.8 96 156 12 B
3316560 5.6 46 92 6 B 3317200 12 96 156 12 B

B=Standard stock item.

B= iR EEER
AEMARIMERT. KELKREENIEHRR.

Orders for different diameters and lengths are also accepted.

BHZERIFEAEILAR.

Please contact our sales staff for more information.

B tEISRHE BEZE Recommended Drilling Conditions

mT R - RN - FREEN DAC55. DH31S. SKD61, SKD11, STAVAXZ
wen) SKD61 JEARR)
# SPECIAL ALLOY STEELS - HARDENED STEELS - PREHARDENED STEELS
MoRK e 45~50HRC 50~55HRC
YRR 35~55m/min 20~30m/min 20~30m/min
MR B BRE iR Hiag iR HaE
DRILL DIA. SPEED FEED RATE SPEED FEED RATE SPEED FEED RATE
(mm) (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
3,900 0.03 ~ 0.07 2,400 0.03 ~ 0.07 2,400 0.03 ~ 0.07
3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08
2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1
2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~ 0.12
1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~ 0.16
10 1,300 0.1 ~ 02 800 0.1 ~ 02 800 0.1 ~ 02
12 1,700 0.12 ~ 0.24 700 0.12 ~ 0.24 700 0.12 ~ 0.24
1. IEI & A EMFRE BT RGA M TIEHRFSEN T, 1. The indicated speeds and feeds are for water soluble oil.
2. (R R 2042 LA R R R G L5, 2. Suitable cutting fluid is water-emulsifiable high density oil (less than 20 times dilution) .
3. (S B TR RS SRR 2040, HIEE RIS T H30%. 3. Whe_n using non-watﬂer soluble oil or water-emulsifiable (over 20 times dilution) , reduce
4 EREIN , WERFEIRG, TRSOREEL, FEERHHE g Speed Y e,

#17£0.02mm AT,

o w

IS

THREFDIMBEITER, TR,
AERHTIR, A SRR E IS VTR IR,

o

(=]

. When inserting a drill into the machine, use a collet that does not have any scratches or

dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.
Fasten the work material to reduce the possibility of work deformation, deflection of

machined surface, or vibration.

. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.
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Processing Data

I Comparison of cutting performance

R 085 (e 006 e 2 (OSHHAC) SRR, wow crergse ot oez15 @m0
INIHR H3iR

Work M;;erial DH318 (53HRC) . L Brﬂgi’z‘ge """"""""""""""""""""""""
YAl : o &

Driling Speed 30m/min (1,123min™") % 0.0 e L
Eiﬁd% 191mm/min(0.17mm/rev) L’; 003 o
LR 24.5mm 2.9D (%‘}L) 83’5 002 — WHO55-5D ﬁ:i

Depth of Hole (Blind) - WHO55-5D ﬁ:gi
E3E5) AL £ oo — sioam

Coolant Water Soluble S TS Cﬂof’gx‘ﬁ‘j‘o;‘:”‘ﬁ

gﬁ;‘mﬁii P‘]%B%;E 0 ) ) ) ) i Competitor No. 2. ‘
Coolant feeding method Internal 0 5'0 160 150 260 250 360 350
{5 FRALARR ST (BT40) AT ZLEL Number of Holes (3L Holes)
Machine Vertical Machining Center

HWHOS55-5D(3007,) WE(HAF(3007L) Competitor

}L?}LXEE“J%E Distribution of hole enlargement

(mm)  0.02 e T

0.015]

¥ 001

N

=

= 0.005

£

<

g 0

I

@ .0.005

2

o]
S0.01 |
-0.015

of| AO&woutn | Fhscenter | SiRGE [ AD&bwourn | Fiskicemer | SRk
Depth of Holes — Depth of Holes
WH055'5D Eﬂﬂﬁa Competitor

@ EEFAYMIAMERE Overwhelming Durability
HEARNFR, F—X9JLAINTI300%,, BRFLEREERLER K, MWHOS55-5D e LA EM AL,
@I TFLEYYT AZMTAELL, At AR, AL KAEGXHEANES, (BRWHOS55-5D A188E LY XEEFIER/IVEE.

With a competitor's product, the first one could bore 300 holes, with a considerable amount of variances. The WHO55-5D, on the other hand, exhibited stable durability.
The competitor's product exhibited a tendency to enlarge the diameter of the machined hole. In contrast, the WHO55-5D could keep the enlargement to a minimal amount.

I Performance comparison of reground products

ERETHR WHOB5-5D (%4 fm - B ER)
Tool (Special order product- Reground)
R

Size ¢85

INITHER

Wom o DH31S (53HRC)
A - in-
Driling Speed 30m/min (1,123min™)
Eﬁﬁdi 191mm/min(0.17mm/rev)
LR 24.5mm 2.9D (&7L)
Depth of Hole (Blind)
HIEE5 AEMELDEER

Coolant Water Soluble

LHITE PIEBLA

Coolant feeding method Internal

EFR X INTH(BT40)
Machine Vertical Machining Center

BRI DH3LS RN TR N80 L. MIREELGREITIR, RREEBIER,
EEIERTIRNGME, JIARITHME. (ARGDERMEN AR ATIRIRDG-32S)

It was able to machine 80 holes. There was no initial breakage and only ordinary wear was exhibited. It is possible to extend its tool life by recoating it.
(RDG-32S was used to regrind for this test.)



=EEN(~55HRC) HiERS S EELHE
Carbide straight fluted tap for high hardness steel (up to 55HRC)

WHS55-0T ~M6
P .
- ﬁ =g g = @
—— 8. %J ‘ i &Z
ot & BT RO S . |
Tool Material Micro Grain Carbide
ORHEE VIRE M8 ~ e 8
Surface Treatment V Coating ‘ ° 7
.
| H?ilkR?_l'i Dimensions g7 :mm  Unit:mm
3901010/M 3 X0.5 |OH3| 5P 46 11 19 4 4 6 3.2
3901011/M 3 X05 |OH3| 25P | 46 11 19 4 4 6 3.2 B
3901014|M 4 xX0.7 |OH3 | 5P 52 13 21 5 4 7 4 B
3901015/ M 4 X0.7 |OH3| 25P | 52 13 21 5 4 7 4 B
3901018/M 5 x0.8 |[OH3| 5P 60 16 24 55 4 7 4.5 B
3901019/ M 5XxX08 |OH3| 25P | 60 16 24 55 4 7 4.5 B
3901022/M 6 X1 OH3 | 5P 62 19 29 6 4 7 4.5 B
3901023/M 6 X1 OH3 | 25P | 62 19 29 6 4 7 4.5 B
3901026|/M 8 X1.25 |[OH3 | 5P 70 22 - 6.2 5 8 5 B
3901027 M 8 X1.25 |OH3| 25P | 70 22 = 6.2 15 8 5 B
3901030|M10 xX1.5 |OH3| 5P 75 24 - 7 5 8 55 B
3901031 M10X1.5 |OH3| 25P | 75 24 = 7 5 8 515 B
3901034/M12 x1.75 |OH3 | 5P 82 29 - 85 5 9 6.5 B
3901035 M12 X1.75 |OH3 | 25P | 82 29 = 85 5 9 6.5 B

B=#REEETFSR B=Standard stock item.

1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. Up to M6: with male center.

1. BERE IR EAINT 2R ARSI AR,
2. RSB RRIERIRSUEE.
3. M6 LA ACTRATZA,

OFRRY, KEMRBEMNLETTITHIMRR.

Taps with different diameters, lengths,and precions may be specially orderd.

@ FAi)ER WH62-OT( {55 & I LiEE =S I TiA4.

We take orders of WH62-OT for higher hardness materials.

BHSERIFSRAELAR.

Please contact our sales staff for more information.

. tJJﬁﬂ%#E)E% Recommended Tapping Conditions

1.EAWHS5-OTiE R AIE A RII B EFIIEIMA. R4 EH T EFE AR LS.

=
T Hageﬁ%ggs%t@els 2 ANSREFAKAEIRIRFIRE  BiEAEER R ERTIE R,
WORK MATERIAL 3.WHS5-OTRETBFHMINT , FaNRERSEUIERINIMEIIBESE, (51542 % IR,
40~50HRC 50~55HRC 1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is not
s recommended.
tIlEJUEJE 2~4m/min 1~3m/min 2. When using a water-soluble coolant, use one with the highest lubricity level.
Tapping Speed 3. The WH55-OT is designed for machine use only. Tapping by hand will cause chips to get

YRR

Coolant

ERHN

Machine

IKIBMEIELE. ARXGE IR

Water Soluble, Non-Water Soluble

ANT AL

Machining Center

stuck between the tool and the work material, and result in chipping of the taps.
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Processing Data

WH55-0T

I Stable machining on DAC55!

)Sz_ér M6 X1 5P I IZFLEY Number of Holes (3L Holes)
0 50 100 150 200 250 300 350
INTHAR DAC55 (48HRC) : : : : : :
Work Material 28 1 }L ;ﬁ;ﬁ
[RALRYT @5.1x21mm (B7L) (Holss) Breakage
Hole Size (Through) WH55'0T =
IBlEE 12mm (&71) (2D) 3007, (Holes) iR
Tapping Speed (Blind) Breakage
#%l%i;?g%ength 3m/min (158minT) {gﬁFII:IlI 26(ﬁl"l H;HE! K
i o b oles) Breakage

PR TS KA (10f8) (MREEN) =
Coolant Chlorine-free water-soluble coolant (10 to 1 dilution) Traditional Product 1 }L ;ﬁ ;'I!
ggl;mz-j—l{f y gffzﬂzgﬁaﬂﬂ (Powder HSS) (}FLOI;S); Breakage
oolant feeding metho xterna — 1 ﬁ =

LA ol
AR v w1 2T Y E‘mA H (Holes) Breakage
Machine Vertical Machining Center (@ﬁﬁ.@) =
BHAHH . ﬁﬁﬁ?ﬁ Competﬁ;r (Carbide) 1(?};55;%93“@
Feed Mechanism  Synchronized Feed

ERESEL23E ( RRSIEN ALY | BESCHLL0EMMIAESIREN.

HEATERG S #BITENMNTIL300M L.

It has attained more than 10 times the durability and stability of the conventional tap (HSS). It was able to
machine close to 300 holes, a feat that could not be matched by a competitor's rival product (carbide).

I Stable machining on STAVAX, even with water soluble coolant.

§z_ér M6 X1 5P I FLEY Number of Holes (3L Holes)
NTHE 0 290 490 690 890 1 ,900
Work Material STAVAX (52HRC)
RFLRT ®5.1x17.5mm (&71) o
Hole Size (Blind) WH55-0T 9847l (Holes) Breakage
IR 9mm(&7L) (1.5D)
Tapping Speed (Blind)
W43F . . =
T%p_oilr;FgELength 3m/min (159min”) ‘{gg@f\:m )
G A KA (10f8) (MRS | 10FHoesy IR
Coolant Chlorine-free water-soluble coolant (10 to 1 dilution) Tra(ggv?’gglrarggl)lct Breakage
o B
oolant feeding metho xterna 3 —.
SELL | ST fEgLL i ( RBIER )FEMT LOMLETIR.
Machine Vertical Machining Center {E% WH55-0T é'f’ﬁﬁjﬂﬂl‘ﬁloooﬁ\%o
BEEEHH RLSHE Previous design tap (Powdered High Speed Steel) broke after 10 holes.
Feed Mechanism  Synchronized Feed New design completed almost 1,000 holes.
I Over 15 times better tool life on 58HRC against a competition.
);g WHB2-0T(#%am) MBX1 5P I IZFLEY Number of Holes (%L Holes)
0 20 40 60 80 100 120
I’DIME L L | I | |
Work Material SKD11 (58HRC) ..HJJ*
)
JEFLRY @5.1xX2Tmm (i@7.) WHBE-OT 95;1' (Holes) ggnsivebreakage
Hole Size (Through) (ﬁy;kul:ln) -
t}JﬁUﬁE 12mm (§%L) (2D) (Special Order Product) 75;'; (Holes) Eﬂm*
Tapping Speed (Blind) Extensive breakage
WL RE 2m/min (106min") (B rem 1571 ¥R
Tapping Length A R (Holes) Breakage
P FE— B (10f8) (ERES) = 17 15
Coolant Chlorine-free water-soluble coolant (10 to 1 dilution) Tradité}onat!_dP;:duct (Holes) g'eakage
S, | rEer = T o
oolant feeding metho xterna =
. NS 34, iR
CEFEHI THMTHD (Eﬂﬂﬁg) . (Holes) Breakage
achine ertical Machining Center EEEI:I =
LA RIS HHA . . 54 iR
Feed Mechanism Syﬁzhroﬁized Feed Competitor (Garbide) (Holes) Breakage
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A high hardness WXS coating with special design, made possible tapping over 55HRC tough steel with water
soluble coolant which previous design and competition could not do.
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Carbide drill for high hardness steel (up to 70HRC)

. 8
ot BENTREES “Z%i Z@% ssS
Tool Material Micro Grain Carbide X Wi R+ W
. Kobacg  Wiiaes AL .
OEmIAR WXS IR L
Surface Treatment WXS Coatlng
BAfZ:mm Unit:mm
[l G‘HI Bk | 2K | R | 7TFE Bms Ve K | 2K | iR | &FE
EDP No. 2 L Ds Stock EDP No. Dc 2 L Ds Stock
3318200 2 12 42 3318710 7.1 45 94

3318720 7.2 45 94
3318730 7.3 45 94
3318740 7.4 45 94
3318750 7.5 45 94
3318760 7.6 50 94
3318770 7.7 50 94
3318780 7.8 50 94
3318790 7.9 50 94
3318800 8 50 94
3318810 8.1 50 | 101
3318820 8.2 50 101
3318830 8.3 50 | 101
3318840 8.4 50 | 101
3318850 8.5 50 | 101
3318860 8.6 57 1101
3318870 8.7 57 101
3318880 8.8 57 1101
3318890 8.9 57 101
3318900 9 57 101
3318910 9.1 57 106 | 10
3318920 9.2 57 106 | 10
3318930 9.3 57 106 | 10
3318940 9.4 57 106 | 10
3318950 9.5 57 106 | 10
3318960 9.6 63 106 | 10
3318970 9.7 63 106 | 10
3318980 9.8 63 106 | 10
3318990 9.9 63 |106 | 10
3319000 | 10 63 106 | 10
3319010 | 10.1 63 113 | 11
3319020 | 10.2 63 113 | 11
3319030 | 10.3 63 113 | 11
3319040 | 104 63 113 | 11
3319050 | 10.5 63 113 | 11
3319060 | 10.6 63 113 | 11
3319070 | 10.7 71 |[113 | 11
3319080 | 10.8 71 1113 | 11
3319090 | 10.9 71 |[113 | 11

3318210 2.1 12 | 42
3318220 2.2 13 | 43
3318230 2.3 13 | 43
3318240 24 14 | 44
3318250 2.5 14 | 44
3318260 2.6 14 | 44
3318270 2.7 16 | 46
3318280 2.8 16 | 46
3318290 2.9 16 | 46
3318300 3 16 | 46
3318310 3.1 18 | 48
3318320 3.2 18 | 48
3318330 3.3 18 | 48
3318340 34 20 50
3318350 3.5 20 50
3318360 3.6 20 50
3318370 3.7 20 50
3318380 3.8 22 52
3318390 3.9 22 52
3318400 4 22 52
3318410 4.1 25 68
3318420 4.2 25 68
3318430 4.3 28 68
3318440 4.4 28 68
3318450 4.5 28 68
3318460 4.6 28 68
3318470 4.7 28 68
3318480 4.8 32 68
3318490 4.9 32 68
3318500 5 32 68
3318510 5.1 32 74
3318520 5.2 32 74
3318530 5.3 32 74
3318540 54 35 74
3318550 5.5 35 74
3318560 5.6 35 74
3318570 5.7 35 74
3318580 5.8 35 74

©|0|0|O(©|WO[O|WO(O|WO|00[00|00(00|00(00|00|00|00|00

3318590 5.9 35 74 3319100 |11 71 113 | 11
3318600 6 35 74 3319110 | 11.1 71 [120 | 12
3318610 6.1 40 83 3319120 | 11.2 71 1120 | 12
3318620 6.2 40 83 3319130 | 11.3 71 120 | 12
3318630 6.3 40 83 3319140 [ 114 71 (120 | 12
3318640 6.4 40 83 3319150 | 11.5 71 120 | 12
3318650 6.5 40 83 3319160 | 11.6 71 (120 | 12
3318660 6.6 40 83 3319170 | 11.7 71 120 | 12
3318670 6.7 40 83 3319180 | 11.8 71 (120 | 12
3318680 6.8 45 83 3319190 | 11.9 76 120 | 12
3318690 6.9 45 83 3319200 | 12 76 120 | 12
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3318700 7 45 83

B=#FfEEETFf B=Standard stock item
X = IREMER X = ltems marked * are being considered for stocking

BHZEREBESEIEIAR, TEMARIME, KEURBENIHTSR.

Please contact our sales staff for more information. Orders for different diameters and lengths are also accepted.




B 1EISRHBE TR Recommended Drilling Conditions

I B - R - ( DEHE ) RN SEETER - BN - BN R IR .
i SKD11-SKT-SUS440 SKH-SKD11-SKS 3. FLRIBITEE3ERT , R ERR IS T,
MX\'II'(I)EFF(%TAL 55~60HRC 60~70HRC 4. ENTIRHIBE SRk | EERM U,
1. Use a water soluble oil with high density (5 ~10
IR 10~16m/min 8~13m/min fimes dilution).
5 - A . mpin; 1 .
Mz R HEARE bz AR 3. Flogr dr(i:lliangpéeitﬁ c>I?I;CDa,1 use a step feed.
L D SP!EED FEE.D RATE SP!EFD FEE.D RATE 4. For materials susceptible to chip packing in the
(mm) (min-1) (min/rev) (min-1) (min/rev) flute, apply a step feed.
2 2,000 ~0.04 1,900 ~0.04
8 1,330 ~0.04 1,250 ~0.04
4 1,000 ~0.04 950 ~0.04
5 800 ~0.04 750 ~0.04
6 670 ~0.04 630 ~0.04
8 500 ~0.04 480 ~0.04
10 400 ~0.04 380 ~0.04
12 330 ~0.04 320 ~0.04

N6 WH70-DRL

R< 5.1 SKD11(60HRC)RIIEEELL 4R Performance comparison in SKD11
= I ITFLEY Number of Holes (L, Holes)
IMIHME®  SKD11 (60HRC) o 10 20 30 40 50 o 10
PIHRE ; -
Driling Speed 10M/Min (624min ) WH70-DRL 607 (Holes)
Eﬁi 25mm/min(0.04mm/rev) ",ﬁ'ﬂﬁjﬁ"ﬁﬂi}
S > =] >
g'g;h of Hole 19mm 3.7D Eﬁila)gh) Traditional Carbide Drill 207l (Holes)
gl = e AGEMELIELER (10£2)
Coolant Water Soluble
EHEE HNEBLGIH
Coolant feeding method External
15 FRALAR T A (BT40)
Machine Vertical Machining Center

WH70-DRL #5L2LABIRYSE KM A MERERI31E.

WH70-DRL showed 3 times better tool life than current tool.

I A half wear amount against the competition.

R~ 08 ™ 016 WH70-DRL SKD11(60HRC)#JEEIRZSH, Wear changes of WH70-DRL on SKD11(60HRC)
Size B
DA SKD11 (BOHRC o0l =
Work Material ( ) %E% 0.12 o= \VH70-DRL($-%) ~
EIE : i & No
Drilling Speed 12-6M/min (501min~") £ 008 — WH70-DRL(E=5)
TN a o2 ™
Hiag 20mm/min (0.04mm/rev) (- — HipEA

s 004/ Competitor A
LR 24mm 3D (§71) = HiASB
Depth of Hole slina9y L Competitor B
[l AAMEDELSER (1065) 0 ‘ ’ ; ‘ ; ; ;
Gooiant Water Soluble - 0 20 40 60 80 100 120 140 (3L Holes)
gﬁfﬁﬁif 9|‘§Bgﬁf$ BDI}L& Number of Holes
Coolant feeding method External
AR NI AL (BT40) Hith’28 A competitor A
Machine Vertical Machining Center

WH70-DRL JiT2207LfF ,
EfEE AEMM TR —F,
Showed a half amount of wear against a competition.
Completed 220 holes.
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& Safe use of cutting tools

® Use safety cover, safety glasses and safety shoes during operation.

@ Do not touch cutting edges with bare hands.

® Do not touch cutting chips with bare hands. Chips will be
hot after cutting.

® Stop cutting when the tool becomes dull.

@ Stop cutting operation immediately if you hear any strange
cutting sounds.

® Do not modify tools.

® Please use correct tools for the operation.Check dimensions to ensure proper
selection

TOOL COMMUNICATION

0SG CORPORATION
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400 888 2086
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BiE. 021-58886600 f£H. 021-58883300 BB4. 200120
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ik FETAASHERXAREE6IS155 FoZXEL
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Hit ERTHARERISINAEF19SEFRAEAE2IEAE

BE4R: 200131
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#iE: 023-65408030 f£H. 023-65402088  ER4R: 400030

BE48: 300042

Http://www.chinaosg.com
E-mail:business@shanghaiosg.com
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