G-LISTNo. | DW1000
BERITIR 2R

EX HARD DRILLS FOR REMOVING TAPS

EX-H-DRL

FBATImRAHERIER. KSR (58~69HRC) ST, AEAIANFLINT.
This drill is used for: removing broken taps, drilling after heat treatment, drilling
stellite or drilling quenched and tempered steels (58~68HRC).

v |
CARBIDE h7

BEfI:mm  Unitmm
BRe ‘ 22 EREREEEREESD ERRIRL B | ER
EDP NO. DC LCF | OAL |DCON| LS PL | SIG | i I T I B Stock | (g)
87700 2-6 78 (5 iEB4H) 57
87702 2 10 30] 2 [193] 06 M 3 No4No5No6 |[M 3 No.4,No.5 M 3 No.4,No.5,No.6 3
87703 3 15 40| 3 |24.1] 09 M 4,M 5|No8No.10 M 4 No.8,No.10 |M 4,M 5|No.8No.10 5
87704 4 20 45| 4 |24 1.2 M 6 Ya, %he M5M6| % M 6 Ya, %he 8
87705 5 25 50| 5 |239]| 15 M 8M10| 3 Y%e M 8M10| 3 12
87706 6 30 60| 6 288 1.8 M12 ) M 8 % M12 e, V2 ° 21
87707 7 35 80| 8 436] 2.1 | 118°M14 %6 M10 e M14 %6 46
87708 8 40 38.7| 24 M16 % M12 Y M16 % 48
87709 9 45 100 | 10 53.6| 2.7 M18 Y4 M14 %e M18 Y4 89
87710 10 50 483] 3 M 20 M16 % M20 93
87781 11 55 10| 12 535] 33 M 22 78 M18 M22 K 137
87782 12 60 484 | 3.6 M 24 1 M20 3% M 24 1 141

1 ESLERISEBIRTIIAR (D= £iEXR, d= $hLER)
BB, 1ZERELHE 0.46D<d<0.75D, TI{iifELes#t 0.6D<d<0.75D,
2.7FER @2, 3, 4. 5. 6 RKAEITH (TA%S No.87700)

3. JIEiERIES % P.958,

1. For drill diameter selection, use the method outlined below.

(D=tap dia. d=drill dia.)

Straight Fluted taps, Spiral Fluted taps : 0.46D < d <0.75D

Spiral Pointed taps

:0.6D <d <0.75D

2. Drills are available as a 5pcs. set (EDP No. 87700) for 92 through ¢6.

3. Cutting fluid : Please refer to p.958.

BERERZLHEREE  Work Procedure for Removing Damaged Tap in Hole

ity Centering

FLANT Hole Processing

PRELLEFLBBERTOIIE

Tap remains, chips removal
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BIHEEER, EkETHRIRAHEN
PIMUE, WNRLHERFHIMARE,
ﬁB’é#%&ﬁ%ﬁﬂfF, NS FHENLLHENH
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Position the drill at the center of
the damaged tap, securing both
the workpiece and the drill firmly.
When the head of the damaged tap
is protruding, grind the damaged
surface flat to make the center of the
damaged tap easier to drill.

X TR TR EASAMLINT.

BHTRAPOINTE, TTREH, SR
ERIEE T, MRERRESLRTL
SERFATERNELR, WINTRIUE
mnas.

Make an initial, centered approach
by drilling lightly, then quickly
withdrawing the drill. For this step, do
not use lubrication.

SR ERISFSENRL, ERRER
RIS—E, BREETHL, BERER
H, ERMENTER.

Select an appropriate drill by consulting
the table. Drill the hole at a fixed
feed speed, stopping the operation
occasion-ally to remove chip waste.
In addition, use plenty of high quality
cutting fluid.

TERGRLLHE EhFL5SEefR, ATARHZ
RO B

Once the hole has been cleared, the
peripheral remnants of the tap can be
removed with ease. Once the hole is
cleaned, tapping can be resumed.

* For drilling after heat treatment, follow the instructions above.

MERHGUREESR
1. EAGHIBIEETEA 20~25m/min,
2. Fafttasg’y 0.01~0.05m/rev,
3. BRI EH AT NI,
4. EIEREONEIR, BT,

5. MERTIGR, 18, SRR,

6. EEHIHTIERE, RISTIRER.

7. FERRKRERNEILINTISRET, NTRLFEREFAHRRAE R, BEE

TERR LIRS, BERALELIIR.

Cutting Conditions and Procedures to Note.

Use a rigid holder.

or other soft materials.

N uhwN=

Use a drilling speed of 20-25 m/min.
Hand feed of 0.01mm - 0.05mm/rev. is the norm.

Select a high quality cutting oil and apply sufficient amounts.
This tool should not be used to drill soft steel, aluminium alloy equivalents,

Resharpening should be done periodically.
For through hole processing of heat treated steel etc., using a cut off -

positioned under the work material - to prevent breakage caused by

sudden torque.

l @=iRAEFR  @=Standard stock item.

O=4%eREEFETR

[[J=Stocked by specific distributors. Contact us for price & availability. ‘

WiCSREESEPIR,

See p.1 for explanation of icons.
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