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Long shank straight drill DC22
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@ 1tis recommended to use when long overall length is demanded for preventing collision with workpiece with high rigidity.
@ For both machining center and manually operated machines.

Unit : mm

Order Number DC |[LCF |OAL| LF | PL |DCON Order Number DC | LCF |OAL| LF | PL |DCON

SDLSD0100A100 | 1.0 | 12.3 |100.3| 100 | 03 | 1.0
D0110A100 | 1.1 | 143 | 100.3| 100 | 0.3 | 1.1
D0120A100 | 1.2 | 164 | 1004 | 100 | 04 | 1.2
DO0130A100 | 1.3 | 164 |100.4 | 100 | 04 | 13
D0140A100 | 14 | 184 |[1004| 100 | 04 | 14
DO0150A100 | 15 | 185 |1005| 100 | 0.5 | 15
D0160A100 | 1.6 | 20.5 [ 100.5| 100 | 0.5 | 1.6
D0170A100 | 1.7 | 205 |1005| 100 | 0.5 | 1.7
D0180A100 | 1.8 | 225 [100.5| 100 | 0.5 | 1.8
DO0190A100 | 19 | 226 |1006| 100 | 0.6 | 19
D0200A100 | 2.0 | 236 |100.6| 100 | 06 | 2.0
D0210A150 | 21 | 236 |150.6| 150 | 0.6 | 2.1
D0220A150 | 2.2 | 26.7 | 150.7| 150 | 0.7 | 2.2
D0230A150 | 23 | 26.7 |150.7 | 150 | 0.7 | 23
D0240A150 | 24 | 29.7 | 150.7| 150 | 0.7 | 24
D0250A150 | 25 | 298 |150.8| 150 | 0.8 | 25
D0260A150 | 2.6 | 29.8 | 150.8| 150 | 0.8 | 2.6
D0270A150 | 2.7 | 328 |150.8| 150 | 0.8 | 2.7
D0280A150 | 2.8 | 328 | 150.8| 150 | 0.8 | 2.8
D0290A150 | 29 | 329 |1509| 150 | 0.9 | 29
D0300A150 | 3.0 | 329 [150.9| 150 | 0.9 | 3.0
D0310A150 | 3.1 | 359 |150.9| 150 | 0.9 | 31
D0320A150 | 3.2 | 36.0 [151.0| 150 | 1.0 | 3.2
D0330A150 | 33 | 36.0 |151.0| 150 | 1.0 | 3.3
D0340A150 | 34 | 39.0 [151.0| 150 | 1.0 | 3.4
D0350A150 | 35 | 39.1 |151.1| 150 | 1.1 | 35
D0360A200 | 3.6 | 39.1 [201.1]| 200 | 1.1 | 3.6
D0370A200 | 3.7 | 39.1 |201.1| 200 | 1.1 | 3.7
D0380A200 | 3.8 | 431 |201.1| 200 | 1.1 | 3.8
D0390A200 | 39 | 432 |2012| 200 | 1.2 | 39
D0400A200 | 4.0 | 432 |201.2| 200 | 1.2 | 4.0
DO0410A200 | 41 | 432 |201.2| 200 | 1.2 | 441
D0420A200 | 4.2 | 433 |201.3| 200 | 1.3 | 4.2
D0430A200 | 43 | 473 |201.3| 200 | 1.3 | 43
D0440A200 | 44 | 473 |201.3| 200 | 1.3 | 44
D0450A200 | 45 | 474 |2014| 200 | 1.4 | 45
D0460A200 | 4.6 | 474 |201.4| 200 | 1.4 | 4.6
D0470A200 | 47 | 474 |2014| 200 | 14 | 47
D0480A200 | 4.8 | 524 |201.4| 200 | 1.4 | 4.8
D0490A200 | 49 | 525 |2015| 200 | 1.5 | 49

SDLSD0500A200 | 50 | 525 |2015| 200 | 1.5 | 50
D0510A200 | 51 | 525 |201.5| 200 | 1.5 | 51
D0520A200 | 52 | 526 [201.6| 200 | 1.6 | 5.2
D0530A200 | 53 | 526 |201.6| 200 | 1.6 | 53
D0540A200 | 54 | 57.6 [201.6| 200 | 1.6 | 54
D0550A200 | 55 | 57.7 |201.7| 200 | 1.7 | 55
D0560A200 | 56 | 57.7 |201.7| 200 | 1.7 | 5.6
D0570A200 | 57 | 57.7 |201.7| 200 | 1.7 | 57
D0580A200 | 58 | 57.7 |201.7| 200 | 1.7 | 5.8
D0590A200 | 59 | 57.8 |201.8| 200 | 1.8 | 59
D0600A200 | 6.0 | 57.8 [201.8| 200 | 1.8 | 6.0
D0610A250 | 6.1 | 63.8 |251.8| 250 | 1.8 | 6.1
D0620A250 | 6.2 | 639 [251.9| 250 | 1.9 | 6.2
D0630A250 | 6.3 | 639 |2519| 250 | 1.9 | 6.3
D0640A250 | 64 | 639 [251.9| 250 | 1.9 | 6.4
D0650A250 | 65 | 64.0 |2520| 250 | 2.0 | 65
D0660A250 | 6.6 | 64.0 [252.0| 250 | 2.0 | 6.6
D0670A250 | 6.7 | 64.0 |2520| 250 | 2.0 | 6.7
D0680A250 | 6.8 | 69.0 [252.0| 250 | 2.0 | 6.8
D0690A250 | 69 | 69.1 |2521| 250 | 2.1 | 6.9
D0700A250 | 7.0 | 69.1 [252.1| 250 | 21 | 7.0
DO0710A250 | 7.1 | 69.1 |2521| 250 | 21 | 741
D0720A250 | 7.2 | 69.2 | 252.2| 250 | 22 | 7.2
DO0730A250 | 7.3 | 69.2 |2522| 250 | 22 | 7.3
D0740A250 | 74 | 692 |252.2| 250 | 22 | 74
DO0750A250 | 7.5 | 69.3 |2523| 250 | 23 | 75
D0760A250 | 7.6 | 753 [252.3| 250 | 23 | 7.6
DO0770A250 | 7.7 | 753 |2523| 250 | 23 | 7.7
D0780A250 | 7.8 | 753 |252.3| 250 | 23 | 7.8
DO0790A250 | 79 | 754 |2524| 250 | 24 | 7.9
DO0800A250 | 8.0 | 754 |2524| 250 | 24 | 8.0
DO0810A250 | 81 | 754 |2524| 250 | 24 | 81
D0820A250 | 8.2 | 755 [252.5| 250 | 25 | 8.2
DO0830A250 | 83 | 755 |2525| 250 | 25 | 83
D0840A250 | 84 | 755 |252.5| 250 | 25 | 84
DO0850A250 | 85 | 756 |2526| 250 | 2.6 | 85
D0860A250 | 8.6 | 81.6 [252.6| 250 | 2.6 | 8.6
DO0870A250 | 87 | 816 |2526| 250 | 2.6 | 87
D0880A250 | 8.8 | 81.6 [252.6| 250 | 2.6 | 8.8
DO0890A250 | 89 | 81.7 | 2527 | 250 | 2.7 | 89
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STRAIGHT SHANK DRILLS

S5DIS &

Long shank straight drill

Unit : mm

Order Number DC | LCF [OAL| LF | PL |DCON

Stock

SDLSD0900A250 | 9.0 | 81.7 | 2527 | 250 | 2.7 | 9.0
D0910A250 | 9.1 | 81.7 (2527 | 250 | 2.7 | 941
D0920A250 | 9.2 | 818 [2528| 250 | 2.8 | 9.2
D0930A250 | 93 | 818 [2528| 250 | 2.8 | 93
D0940A250 | 94 | 818 [2528| 250 | 2.8 | 94
D0950A250 | 95 | 819 [2529| 250 | 29 | 95
D0960A250 | 96 | 879 [2529| 250 | 29 | 96
D0970A250 | 9.7 | 879 [2529| 250 | 29 | 97
D0980A250 | 9.8 | 87.9 |2529| 250 | 29 | 98
D0990A250 | 99 | 88.0 [253.0| 250 | 3.0 | 9.9
D1000A250 | 10.0 | 88.0 [253.0| 250 | 3.0 | 10.0

@ : Inventory maintained in Japan.
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ECOMMENDED CUTTING CONDITIONS

Mild Steel (<180HB), Alloy tool steel (S30HRC) Alloy tool steel (<40HRC) Gray Cast Iron (<350MPa)
Work | Carbon Steel, Alloy Steel(180—250HB)
material
ASTM A36, AISI 1010 AISI H13, AISI L6 etc AISI H13, AISI L6 etc No 45 B etc

AlISI 1045, AISI 4140 etc

Dia.  |Cutting speed| Revolution | Feed rate|Table Feed|Cutting speed| Revolution |Feed rate [Table Feed|Cutting speed| Revolution | Feed rate | Table Feed|Cutting speed| Revolution | Feed rate|Table Feed
DC (mm)| (m/min) | (min"") |(mm/rev)|(mm/min)| (m/min) | (min™") [(mm/rev)|{(mm/min)| (m/min) | (min™") |(mm/rev)(mm/min){ (m/min) | (min") |(mm/rev)|(mm/min)
1.0 16 | 5000 | 0.02 | 100 13 | 4000 | 0.01 40 9 | 2800 | 0.007 | 15 16 | 5000 | 0.02 100
1.5 20 4200 | 0.03 125 15 3200 | 0.02 60 10 2100 | 0.01 20 20 4200 | 0.03 125
2.0 20 | 3200 | 0.05 | 160 16 | 2500 | 0.03 75 11 1800 | 0.02 35 20 | 3200 | 0.05 160
3.0 20 2100 | 0.1 210 17 1800 | 0.06 105 11 1200 | 0.04 45 22 2300 | 0.1 230
4.0 20 | 1600 | 0.12 | 190 17 | 1350 | 0.08 | 105 11 900 | 0.06 50 22 | 1750 | 0.12 | 210
5.0 20 1300 | 0.14 180 17 1100 | 041 110 11 700 | 0.08 55 22 1400 | 0.14 195
6.0 20 | 1050 | 0.17 | 175 17 900 | 0.12 | 105 11 600 | 0.1 60 22 1150 | 0.18 | 205
7.0 20 900 | 0.19 170 17 780 | 0.14 105 11 500 | 0.1 55 22 1000 | 0.19 190
8.0 20 800 | 0.2 160 17 670 | 0.15 | 100 11 450 | 0.12 50 22 890 | 0.2 175
9.0 20 700 | 0.21 145 17 600 | 0.16 95 11 400 | 0.13 50 22 780 | 0.21 160

10.0 20 650 | 0.22 | 140 17 540 | 0.17 90 11 350 | 0.14 45 22 700 | 0.22 150

Ferritic, Precipitation hardening Austenitic Stainless Steel (<200HB) | Copper, Copper alloy Aluminium Alloy (Si<5%)
Work | stainless steel (<200HB)

material |\ s1 410, AlSI 430 etc AISI 304, AISI 316 etc

Dia.  |Cutting speed| Revolution |Feed rate [Table Feed|Cuting speed| Revolution |Feed rate [Table Feed|Cutiing speed| Revolution | Feed rate [Table Feed|Cutting speed| Revolution [Feed rate | Table Feed
DC (mm)| (m/min) | (min") |(mm/rev)|(mm/min)| (m/min) | (min"") [(mm/rev)|{(mm/min)| (m/min) | (min™") |(mm/rev)(mm/min){ (m/min) | (min") |(mm/rev)|(mm/min)

1.0 13 | 4000 | 0.02 80 9 | 3000 | 0.02 60 16 | 5000 | 0.02 | 100 22 | 7000 | 0.04 | 280
1.5 14 | 3000 | 0.03 90 2000 | 0.03 60 20 | 4200 | 0.03 | 125 28 | 6000 | 0.06 | 360
2.0 14 | 2200 | 0.05 | 110 1500 | 0.04 60 20 | 3200 | 0.05 | 160 30 | 4800 | 0.08 | 380
3.0 15 | 1600 | 0.07 | 110 1000 | 0.06 60 20 | 2100 | 0.1 210 40 | 4200 | 0.13 | 545
4.0 15 | 1200 | 0.11 130 700 | 0.08 55 20 | 1600 | 0.12 | 190 40 | 3200 | 0.16 | 510
5.0 15 950 | 0.13 | 120 9 600 | 0.09 50 20 | 1300 | 0.14 | 180 40 | 2550 | 0.2 510
6.0 15 800 | 0.14 | 110 10 530 | 0.1 50 20 | 1050 | 0.18 | 185 40 | 2100 | 0.23 | 480
7.0 15 700 | 0.15 | 105 10 450 | 0.11 45 20 900 | 0.19 | 170 40 | 1800 | 0.25 | 450
15 600 | 0.16 95 10 400 | 0.13 50 20 800 | 0.2 160 40 | 1600 | 0.28 | 445
15 520 | 0.17 85 10 360 | 0.14 50 20 700 | 0.21 145 40 | 1400 | 0.3 420
10.0 15 480 | 0.18 85 10 310 | 0.15 45 20 650 | 0.22 | 140 40 | 1280 | 0.33 | 420
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(Note) The intermediate diameter revolution is not tabulated. It is matched to the large diameter side and closest drill diameter conditions or
by calculating the cutting speed of the closest drill diameter. Set the feedrate per revolution to a suitable value with the recommended
feedrate of the closest drill diameter as the standard.

) Lower the revolution and feedrate accordingly, when the work material is not rigid or there are restrictions on the machine.

) When drilling holes greater than 3 x drill diameter hole depths, please use a peck feed.

) The cutting conditions mentioned above arevstandard with the tool protrusion length was made 2 times the flute length.

) Use of water-soluble cutting fluid is recommended. Please reduce the revolution when using water-insoluble cutting fluid.

) Use sulfficient cutting fluid. Please reduce the revolution when insufficient cutting fluid.

) When using a guide bush, please confirm the flute length > A. In case of short flute length, please conduct machining without the bush.
And, when not being able to dismount the bush, please use LSD or GWSL.
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Guide bushing 1.0-1.5 times the drill diameter
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