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CARBIDE EXTRA LONG DRILL FOR COPPER ALLOYS ALUMINUM ALLOYS WITH INTERNAL COOLANT SUPPLY
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15Dm For 15D operation Bf7:mm  Unitmm
HRS SR TS | 2K | 1R | B | i | BF | 2R AES SE B | 2K (1R | K | St | B | ER
EDP NO. DC LCF | OAL |DCON| LS PL | Stock | (g) EDP NO. DC LCF | OAL |DCON| LS PL | Stock | (g)
8567130 3 X15D| 55]|105| 3 50 | 0.7 10 8567170 7 X15D| 125|175| 7 50 | 1.6 62
8567140 | 4 X 15D 75]125| 4 50 | 0.9 20 8567180 8 X 15D| 145|195| 8 50 | 1.9 PY 88
8567150 5 X15D| 90|140| 5 50 |12 | @ 31 8567190 | 9 X 15D| 160 | 210 | 9 50 | 2.1 115
8567160 6 X15D| 110|160 6 | 50 | 14 46 8567200 |10 X 15D | 180 | 240 | 10 60 | 23 163
8567165 65X 15D| 120 | 175 | 7 50 | 15 60
(ARSIPE
\ L ‘ o 55 o | AN 0o | T
DOTAARE| (R RN N A2 AN K TEH | TEN| B | ey |AOS TR | ony |HRAS| REAS frp'| RAS | Al
Work| 5K & e (MMC)
Material| oy, Carbon| Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum | Aluminum | Titanium | Inconel | Composite [M Metal
Steel | Carbon | Carbon | Steel Tempered Steel teel Castlron | Alloy Alloy Alloy Material | Alloy Matrix
Mild Steel | Steel Steel Casting Composites
HBRICE ~ " N ~35 [35~45/45~ 50|50 ~ 62|62 ~ 70 SKD
Abg;via:in C~0.25%| (025~045% C045% ~|  SCM HRC | HRC | HRC | HRC | HRC SUS <KS FC FCD Cu AL AC CFRP | AZ91D
CAO-GDXL OO0 |0

l O=-FNEEFSR @=Standard stock item. O=4%ERIBEERER  [J=Stocked by specific distributors. Contact us for price & availability. ‘

WiCSHEESEPIR,  See p.1 for explanation of icons. 210
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CARBIDE EXTRA LONG DRILL FOR COPPER ALLOYS ALUMINUM ALLOYS WITH INTERNAL COOLANT SUPPLY

15D-30D AIEBRFLINT—STpk. ENTHEMTIESGHeH, BiF
MELSLAEE.
For non-step drilling deep holes from 15D ~ 30D. Greatly increases productivity
and tool life compared to gun drills and HSS drills.

A Cutti
e CAO-GDXL YIHISR 1 Conins | P.398
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LCF LS
X BUtE7]
X thinning
OAL
S NN |
omBDE S N
h8 30 FIT
EODH For 20D operation BfZ:mm  Unitmm
AmS STER 12K | 2K | 1712 | 1K | Stin | 7 | BB AmS STE 1B | 2K | 1R | 1K | Soin | BfF | ER
EDP NO. DC LCF | OAL |[DCON| LS PL | Stock | (g) EDP NO. DC LCF | OAL |[DCON| LS PL | Stock | (g)
8567340 4 X20D| 90140 4 50 | 0.9 21 8567370 7 X 20D| 160 | 210 | 7 50 | 1.6 72
8567345 45X 20D| 110 1651 s 50 |1 29 8567380 8 X 20D| 180|230 8 50 | 19 PY 104
8567350 5 X 20D| 115 50 112 | @ 33 8567390 9 X 20D| 210|260 | 9 50 | 2.1 136
8567355 5.5 X 20D 140|190 | 6 50 | 1.3 46 8567400 |10 X 20D| 230|290 | 10 60 | 23 194
8567360 6 X 20D 50 | 14 51
CARBIDE
DRILLS
hk
il \ e HE o | B A o | R
7JDI’F7J¥9L 1@%?%@ TR (RS AN AN KM TEN TEN | 885 et HEE| TR o2 HEE REAE o | REE ﬁmel
Work| K (MMC)
Material| oy, Carbon| Medium | High Alloy Hardened Steel Quenched and Stainless | Tool Steel | Castlron | Ductile | Copper |Aluminum [Aluminum| Titanium | Inconel | Composite [Magnesium|  Metal
Steel | Carbon | Carbon | Steel Tempered Steel teel astlron | Alloy Alloy Alloy Material | Alloy Matrix
Mild Steel | Steel Steel Casting Composites|
BRicE " " N ~35 |35~ 45|45~ 50(50 ~ 62|62 ~ 70 SKD
Abg?ewa‘tzn C~0.25%| (025~045% [C045% ~|  SCM HRC | HRC | HRC | HRC | HRC SUsS SKS FC FCD Cu AL AC CFRP | AZ91D
CAO-GDXL OO |0

|.=$3_<7EE'§T?::E':1 @=Standard stock item.

O=$eREEETR

[[=Stocked by specific distributors. Contact us for price & availability.
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See p.1 for explanation of icons.
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HZ%qu SPECIFICATION CHARTS
CAO-GDXL » P-210

ﬁﬁéﬁ%ﬁ%ﬂ]ﬁ“%1¢§)ﬁ% CARBIDE DRILLS CUTTING CONDITIONS

15DH
AO-GDXL For 15D
TR o o =P HEE
jJ[II*Z' *4 A%‘\\un‘linumAEI)Iie Ccastir_lgs &;\%E’F f‘:‘:\%ﬁjj Cilglp?A%s Copper A"Défj
Work Material uminum Alloy Castings A20%- A70% A50%- A6 €1020- C1100 crcu.%a:s
tﬂ?ﬂliEE?fU KBTI EERIDIZE Use water-soluble
oolant
Blly . . . . .
tﬂf]l?f% 80 ~200m/min 60 ~120m/min 80 ~200m/min 80 ~200m/min 60 ~120m/min
utting Spee
B i AR i AR i HHAR i HHAR i BHAR
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
3 12,800 0.09 ~0.15 10,700 0.09 ~0.15 12,800 0.06 ~0.12 12,800 0.06 ~0.12 10,700 0.05 ~0.09
4 9,600 012 ~0.2 8,000 012 ~0.2 9,600 0.08 ~0.16 9,600 0.08 ~0.16 8,000 0.06 ~0.1
5 7,700 015 ~0.25 6,400 0.15 ~0.25 7,700 01 ~0.2 7,700 Oy, 502 6,400 0.06 ~0.1
6 6,400 018 ~0.3 5,400 018 ~0.3 6,400 012 ~0.2 6,400 012 ~0.2 5,400 0.06 ~0.1
8 4,800 02 ~04 4,000 02 ~04 4,800 012 =825 4,800 012 ~0.25 4,000 0.08 ~0.15
10 3,900 0.25~0.5 3,200 0.25~0.5 3,900 015 ~0.25 3,900 015 ~0.25 3,200 0.08 ~0.15

1

>wn

5.

SEfTMQLINTRY, B2BLAIT&M, T A50, A6ORBE SR, Hihk
BHR/NF5mm, HIEEE S 60m/min ~100m/min, #48L1(0.02-0.03)xD
REHE, BARAREIZ015mm/rev, NNTA20, A7T0RAHEES SRS SHT,
BEANTHEARKR,

CEERKAETIRIER, BERREEEN20ME ~ 30ENINE R,
EERRMEIELER, BETEEREREE R NSENT0% AR,
ARSI AMTEIE, SEMI TSN, BEEEEE.,
PIHIZGRSEEIRENR, XERAZEEIRSE, DEIHF. TIERIRRK
RS EIARIE X AT REIN T &RAFAIRA.

1.

w

»
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When machining with MQL (Minimum Quantity Lubrication), please
follow these conditions. When drilling A50 & A60 aluminum, if the drill diameter
is less than 5mm, please set the cutting speed to 60m/min~100m/min. With
atarget feed amount of (0.02~0.03) x D, be sure not to exceed a maximum of
0.15mm/rev. Please contact our sales staff when drilling A20 & A70 aluminum
and copper alloys.

. The most suitable cutting fluid is water-soluble coolant (20-30 times dilution).
. When using non-water-soluble coolant, set the drilling speed between 70 -100% of

the lowest limit.
When coming through to intermittent drilling and drilling interrupting holes,
reduce the feed rate.

. There is a wide range of cutting conditions, and these should be chosen

based on a wide variety of factors including the machine, cutting fluid and
workholding.

{5A30D A CAO-GDXLEY, iB5HRATEIVEMEELE, To use CAO-GDXL for 30D times the drill diameter, please contact our sales.

[ ] CAO-GDXLEQ?E??}JI]ITJ‘?% Recommended operation for using CAO-GDXL

OSmILMI

Make a pilot hole.

@ SHFLINT AT SCAO-GDX LI EZMEREEA0.02~0.05mm

BOtEk. EEENIRSESELREINR.

For a pilot hole, select same size or 0.02~0.05mm larger size drill

than CAO-GDXL.

SHEFLNT TEEE IR M.

The recommended drills for a pilot hole are listed below.

+ADO-3D - ADO-PLT

CAO-GDXLRER(D)
D~D+0.02~0.05mm

o~ |

1D~4D

140°~

X EEEBINLRY , AEEAAFLINTRIBSSAFX-ZDS
TFLIN TS5 DB T E R0 LIN T
When working on a curved surface,use the FX-ZDS
(end mill for counterboring)to counterbore a pilot hole.

.\\-|

(@CAO-GDXLEfZIE s R RHEAN

Insert the CAO-GDXL into a pilot hole with zero or low revolution.

NS

>¥§
@ n i Z M E §% i 5 Fr s T

Increase the revolution to the designated speed and start drilling.

_

OmIfE, HHMEE, EHLEFILRE,
IERREAR R

After drilling, move the drill away from the bottom of the hole;
then reduce its speed while pulling it out of the hole.

e

*MITRHESBEANL AN,

Make sure to use an internal coolant supply when drilling.



HZ%RT”% SPECIFICATION CHARTS
CAO-GDXL » P.210

ﬁiﬁﬁ’ﬁ%ﬁ%’ﬁﬂﬁu%{¢g7ﬁ§ CARBIDE DRILLS CUTTING CONDITIONS

20DH
AO-GDXL For20D s,
PIEIESES
TR = = PN HEE
Ill]I*Zf *4 Aﬁ}lun}inum'\[lJlie Cczlsti[\gs &Aﬁﬁmﬁr %E;\%Em*j CEE!)?A%S Copper A||0€ZJ
Work Material uminum Alloy Castings A20%- A70% A50%- A60R €1020- C1100 crcu‘%&;
tﬂcﬁufmﬁu KB MELTEIMERDIZS Use water-soluble
oolant
Hlly . . . . .
tﬂﬁ_h@g 80 ~200m/min 60 ~120m/min 80 ~200m/min 80 ~200m/min 60 ~120m/min
Cutting Speed
BR i HHAR i HHAR i AR i HHAR i AR
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
3 12,800 0.09 ~0.15 10,700 0.09 ~0.15 12,800 0.06 ~0.12 12,800 0.06 ~0.12 10,700 0.05 ~0.09
4 9,600 012 ~0.2 8,000 012 ~0.2 9,600 0.08 ~0.16 9,600 0.08 ~0.16 8,000 0.06 ~0.1
5 7,700 015 ~0.25 6,400 015 ~0.25 7,700 01 ~02 7,700 0.1 %02 6,400 0.06 ~0.1
6 6,400 018 ~0.3 5,400 018 ~0.3 6,400 012 ~0.2 6,400 012 ~0.2 5,400 0.06 ~0.1
8 4,800 02 ~04 4,000 02 ~04 4,800 012 ~0.25 4,800 012 ~0.25 4,000 0.08 ~0.15
10 3,900 025~0.5 3,200 0.25~0.5 3,900 015 ~0.25 3,900 015 ~0.25 3,200 0.08 ~0.15

LT MQLINTAS, BSRBLATSM. INTA50, AORMEE SR, &bk

BHR/NF5mm, tIEIEE S 60m/min ~100m/min, #£58L1L(0.02-0.03)xD

REE, BRAFRTBIZ0.15mm/rev, IITA20, ATORAHES SLARFEE ST,

BEANTHEHEARKR,

CEERNKEETIRIERR, BERREREE201E ~ 30EMINE R,

EERMMEIELER, BEEIEE R EE S SENT0% LA,

ESKHEHAT ARTEIE, SEMT TSN, BEEEEE,

5. 0EIZHRSEEIRENR XERAFEEIRSE, EIHH. TIENIEK
RS AR AT RN T & RIR.

Ea N

1. When machining with MQL (Minimum Quantity Lubrication), please
follow these conditions. When drilling A50 & A60 aluminum, if the drill diameter
is less than 5mm, please set the cutting speed to 60m/min~100m/min. With
atarget feed amount of (0.02~0.03) x D, be sure not to exceed a maximum of
0.15mm/rev. Please contact our sales staff when drilling A20 & A70 aluminum
and copper alloys.

. The most suitable cutting fluid is water-soluble coolant (20-30 times dilution).

. When using non-water-soluble coolant, set the drilling speed between 70 -100% of

the lowest limit.

When coming through to intermittent drilling and drilling interrupting holes,

reduce the feed rate.

. There is a wide range of cutting conditions, and these should be chosen
based on a wide variety of factors including the machine, cutting fluid and
workholding.
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‘ {HF30D Y CAO-GDXLEY, BEE5IHRATTEIVEMEELR, To use CAO-GDXL for 30D times the drill diameter, please contact our sales.

] CAO-GDXLEQJ’E??’JHITJ‘?% Recommended operation for using CAO-GDXL

OSmILMmI
Make a pilot hole.
@ SHFLINTATEIER-SCAO-GDX LA ER4ERIELA0.02~0.05mm
BOsEL, HEFENTANESHAREINR.
For a pilot hole, select same size or 0.02~0.05mm larger size drill
than CAO-GDXL.

SEFLINT TEEE R,

The recommended drills for a pilot hole are listed below.

+ADO-3D « ADO-PLT

CAO-GDXLrE®= (D)
D~D+0.02~0.05mm

o< |

1D~4D

140°~

K EHERINLIRY , FEEAFLINTRIESEAFX-ZDS
TINS5 DB T E R LIN T,
When working on a curved surface,use the FX-ZDS
(end mill for counterboring)to counterbore a pilot hole.

(@CAO-GDXLE &1L SR RIHN

Insert the CAO-GDXL into a pilot hole with zero or low revolution.

/ 5

>¥§
@niE ZE M E § E 5 FF iR T

Increase the revolution to the designated speed and start drilling.

W

OmIE, HBHEE, EHLBEFILRE,
IEPERA IR o

After drilling, move the drill away from the bottom of the hole;
then reduce its speed while pulling it out of the hole.

*MITEHESBERARL AN,

Make sure to use an internal coolant supply when drilling.
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