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Tungsten Carbide 2 Flutes Step Drill
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By making the tip stepped, burrs are suppressed and stable processing is possible.
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A wide range of work materials can be processed, from general steel to alminum.
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KXDS—2 / KXDR-2
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Tungsten Carbide 2 Flutes Step Drill
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KXDS-2 (23— h3¥)

B [SEE mm A4 B
Unit [ Size : mm ./ Retail Price : JPY ]
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Micro Grain Tungsten Carbide

HEOHBZE
Flute Diameter Tolerance

D 0~ -0.01

WEOHFBZ=
Shank Diameter Tolerance

d 0~ -0.006

KXDR-2 (L'+25—3)
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Twist

STl
Chamfer Angle Single

140°

Angle 30°

BE

*T LA 30°

B [SEE o mm Al A
Unit [ Size : mm ./ Retail Price : JPY ]

% ® | UED DEDIME 01 UK £ | 2EL | AE d WEEE ® ® | UED VEDIME 010K ¢ | 2RL | RHE d [HAGEE
Code No.  |Fiute Diameter|Flute Diameter| Groov Length |Flute Length| Total Length| shank Dismeter |Retail Price Code No.  |Flute Diameter |Fiute Diameter| Groov Length |Flute Length|Total Length| shank Dismeter | Retail Price
KXDS-2005| 05 | 04 | 3 | 05 | 50 | 3 6500  |KXDR-2005| 0.5 | 04 | 6 | 05 | 50 | 3 |7,200
KXDS-2006| 0.6 | 05 | 4 | 05 | 50 | 3 |6500 |KXDR-2006| 0.6 | 05 | 7 | 05 | 50 | 3 7,200
KXDS-2007| 0.7 | 0.6 | 4 | 05 | 50 | 3 6500  |KXDR-2007| 0.7 | 06 | 8 | 05 | 50 | 3 |7,200
KXDS-2008) 08 | 0.7 | 4 | 05 | 50 | 3 |6500 |KXDR-2008| 0.8 | 0.7 | 8 | 05 | 50 | 3 |[7,200
KXDS-2009| 09 | 075 | 4 | 05 | 50 | 3 |6500 | |KXDR-2009| 0.9 | 075 | 8 | 05 | 50 | 3 |7,200
KXDS-2010/ 1 | 08 | 5 | 08 | 50 | 3 |6000 | |KXDR-2010 1 | 08 | 10 | 08 | 50 | 3 |6,700
KXDS-2011| 1.1 | 0.9 | 5 | 08 | 50 | 3 6000 |KXDR-2011| 11 | 09 | 10 | 08 | 50 | 3 |6,700
KXDS-2012| 12 | 1 | 5 08 | 50 | 3 (6000 | |KxDR-2012 12 | 1 | 10 | 08 | 50 | 3 6,700
KXDS-2013| 1.3 | 1.1 | 5 | 08 | 50 | 3 |6000 | |KXDR-2013 1.3 | 11 | 10 | 08 | 50 | 3 |6,700
KXDS-2014| 14 | 12 | 5 | 08 | 50 | 3 |6000 | |KXDR-2014| 1.4 | 12 | 10 | 08 | 50 | 3 |6,700
KXDS-2015| 1.5 | 1.2 | 5 | 08 | 50 | 3 6000 |KXDR-2015| 15 | 12 | 10 | 08 | 50 | 3 |6,700
KXDS-2016| 1.6 | 13 | 8 | 08 | 50 | 3 |6400 |KXDR-2016| 1.6 | 13 | 16 | 08 | 50 | 3 7,000
KXDS-2017| 1.7 | 1.4 | 8 | 08 | 50 | 3 |6400 | |KXDR-2017| 1.7 | 14 | 16 | 08 | 50 | 3 |7,000
KXDS-2018| 1.8 | 15 | 8 | 08 | 50 | 3 |6400 | |KXDR-2018 18 | 15 | 16 | 08 | 50 | 3 |7,000
KXDS-2019| 1.9 | 1.6 | 8 | 08 | 50 | 3 6400  |KXDR-2019| 19 | 16 | 16 | 08 | 50 | 3 |7,000
KXDS-2020) 2 | L7 | 10 | 1 | 50 | 3 |6700 | |KXDR-2020) 2 | 17 | 20 | 1 | 60 | 3 [8,000
KXDS-2021| 21 | 1.8 | 10 | 1 | 50 | 3 |6700 | |KXDR-2021| 21 | 18 | 20 | 1 | 60 | 3 |8000
KXDS-2022) 22 | 19 | 10 | 1 | 50 | 3 |6700 | |KXDR-2022| 22 | 19 | 20 | 1 | 60 | 3 |8000
KXDS-2023| 23 | 2 | 10 | 1 | 50 | 3 |[6700 | |KXDR-2023| 23 | 2 | 20 | 1 | 60 | 3 |8000
KXDS-2024| 24 | 21 | 10 | 1 | 50 | 3 |6700 | |KXDR-2024| 24 | 21 | 20 | 1 | 60 | 3 (8000
KXDS-2025| 25 | 21 | 10 | 1 | 50 | 3 |6700 | |KXDR-2025| 25 | 21 | 22 | 1 | 60 | 3 |8,000
KXDS-2026| 26 | 22 | 10 | 1 | 50 | 3 |6700 | |KXDR-2026| 26 | 22 | 22 | 1 | 60 | 3 |8000
KXDS-2027| 27 | 23 | 12 | 1 | 50 | 3 |7,000 | |KXDR-2027| 27 | 23 | 25 | 1 | 60 | 3 8400
KXDS-2028| 28 | 24 | 12 | 1 | 50 | 3 |7,000 | |KXDR-2028| 28 | 24 | 25 | 1 | 60 | 3 |8400
KXDS-2029| 29 | 25 | 12 | 1 | 50 | 3 |7,000 | |KXDR-2029| 29 | 25 | 25 | 1 | 60 | 3 8400
KXDS-2030| 3 | 26 | 12 | 1 | 50 | 3 |7,000 | |KXDR-2030| 3 | 26 | 25 | 1 | 60 | 3 8400
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Referental Cutting Conditions.

KXDS—2

WIS | RS —RHE A &% -TEH 27 UL R FLS=HLES
Workpiece Carbon Steel* Alloy Steel=Tool Steel Stainless Steel Aluminum Alloy
General Structural Steel
SS-S55C SCM- SKT - SKS - SKD SUS303,SUS304,SUS416 ADGC-AC
A #F LHIEEE EYEE LIHIEEE EYEE Bl X YR BIHIEE EYEE
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
0.5~0.9 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
2.0~3.0 20~30 0.03~0.05 15~25 0.03~0.04 15~25 0.03~0.04 30~40 0.04~0.08
&5 & | IERMBORNAER/NIZ TS, *Minimize Run out on fixing tool
Remarks -UIEIBZEFERALTTEL, - Use Cutting Oil.
KXDR—-2
I PR SREH  — A A & TR AT VLA FIEZOLES
Workpiece Carbon Steel* Alloy Steel*Tool Steel Stainless Steel Aluminum Alloy.
General Structural Steel
SS-S55C SCM- SKT - SKS - SKD SUS303,SUS304,SUS416 ADC-AC
H # CIHIEE K YRR LIHIEE X YR E CIHIERE K VB SIHIERE X YR
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
0.5~0.9 10~20 0.01~0.03 8~20 0.01~0.02 8~20 0.01~0.02 15~30 0.03~0.06
1.0~1.9 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
& % | IERMHEORIER/NIZ TSN, - Minimize Run out on fixing tool
Remarks UIEEEEALTTFEL, »Use Cutting Oil.
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