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EX-LS-GDS is best used with a horizontal machine which requires long overhang
length. It performs well for drilling besides deep walls and with bush or clamping
system.
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STUB WITH LONG SHANK FOR GENERAL APPLICATION

EX-LS-GDS B She | P.422

N PL
22 . >
g —— — o
! el B e QE S o ———————— 8
X BUtE7)
X thinning
(DC<4) LCF Ls
=0 OAL
=2
v I
Y
o W % S
h8 (4=D0O)
Bf7:mm Unitmm
Ams ST TS | K | 1R | 18K | Stin | R | BB BmS Sl K | 2K | B2 | 1R | ik | BE | 2R
EDP NO. DC LCF | OAL [DCON| LS PL | Stock | (g) EDP NO. DC LCF | OAL |DCON| LS PL | Stock | (g)
. 8601525 100 65| 0.6 6 8602085 120 80| 2 52
%; 8602025 25 14 [120] 25| 80| 06 9 8602585 8.5 37 150 85 100 | 2 67
T & 8602525 150 100 | 0.6 10 8603085 - 200 1130 2 91
B3 8601533 100 65| 0.8 9 8603585 250 170 | 2 116
8602033 33 18 | 120 33| 80| 0.8 12 8602088 120 70 | 21 59
8602533 150 100 | 0.8 13 8602588 8.8 M 150 88 100 | 2.1 72
&3 8601542 100 65| 1 13 8603088 : 200 1130 24 97
E 3 8602042 4.2 22 | 120] 42| 80| 1 17 8603588 250 170 | 2.1 122
!;Li 8602542 150 100 | 1 18 8602103 120 70 | 24 78
ang 8601550 100 65| 1.2 17 8602603 103 150 103 100 | 24 PY 96
8602050 5 26 120 5 80| 1.2 PY 22 8603103 ) 200 1130 | 24 139
8602550 150 100 | 1.2 25 8603603 43 250 170 | 24 174
e 8603050 200 130 | 1.2 35 8602105 120 70 | 24 81
é’if 8601568 100 65| 16 29 8602605 105 150 105 100 | 24 100
8602068 120 80| 1.6 36 8603105 : 200 1130 | 24 135
8602568 6.8 150 | 6.8/ 100 | 1.6 43 8603605 250 170 | 24 179
- 8603068 200 130 | 1.6 62 8602108 120 7078215 84
e 8603568 34 | 250 170 | 1.6 85 8602608 108 47 150 10.8 100 | 25 104
8602070 120 80| 16 37 8603108 i 200 1130 25 150
8602570 7 150 7 100 | 1.6 47 8603608 250 170 | 25 186
8603070 200 130 1.6 64
8603570 250 170 | 1.6 81
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T iz editesil beslEtesl =k . 55 FEKR AW TEN | Hi AES| TR | inas |AEE| REGS #ae | A
Work | #06x 7273 24 CFRP (O
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 Steel Castlron | Alloy Alloy Alloy Material Alloy Matrix
Mild Steel | Steel Steel Casting Composites|
HBics o W - ~35 |35~45/45~ 50|50 ~ 62|62 ~ 70 SKD
Abg::evia:i::n C~0.25%| (025~045%|C045% ~| SCM HRC | HRC | HRC | HRC | HRC SUS KS FC FCD Cu AL AC CFRP | AZ91D
EXLS-6DS | © | O[O0 |0 ]O Olo

l.=ﬁ7ﬁ}§ﬁﬁ: @=Standard stock item. D=4 IBEERER  [J=Stocked by specific distributors. Contact us for price & availability.

299 mizsummEsEPIRE,  See p.1 for explanation of icons.
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EX-EE LB HE S £x-coLD DRILLS CUTTING CONDITIONS

EX-LS-GDS

CUTTING
CONDITIONS
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nIT&st : Carbon Steel Alloy Steel Castlron LTRSS

- Mild Steel Aluminum Alloy Castings
Work Material $15C-SS400 S50C 5 SCM-SCr 5 SKD61 SKD11 FC250 5 .
~500N/m? 500 ~710N/mm 710 ~900N/mm 2 ~350N/mm
~900N/mm 900 ~1060N/m’

DEIBE | 37 ~40m/min | 22~30m/min | 20 ~25m/min | 10 ~16m/min | 8~12m/min | 32~40m/min | 63 ~100m/min
B2 2353 priz oy 3¢ BHRE 2353 priz oy 3¢ BEE 2353 priz oy IR BERE 2353 priz-oy
Drill Dia. Speed |FeedRate| Speed |FeedRate| Speed |FeedRate| Speed |FeedRate| Speed |FeedRate| Speed |FeedRate| Speed |Feed Rate

(mm) (min™) | (mm/rev) | (min™) | (mm/rev) | (min™) | (mm/rev) | (min™) | (mm/rev) | (min™) | (mm/rev) | (min™) | (mm/rev) | (min™) | (mm/rev)
004 ~ 004 ~ 004 ~ 004 ~ 003 ~ 0.04 ~ 004 ~
2.5 4,600 0.08 3,300 008 2,870 008 1,660 008 1,270 007 4,600 008 10,400 008
005 ~ 005 ~ 005 ~ 005 ~ 004 ~ 005 ~ 005 ~
3.3 3,470 01 2,500 01 2,170 01 1,260 01 970 008 3,470 01 7,870 01
006 ~ 006 ~ 006 ~ 006 ~ 005 ~ 0.06% = 006 ~
4.2 2,730 012 1,970 012 1,700 012 990 012 760 01 2,730 0.12 6,180 0.12
008 ~ 008 ~ 008 ~ 008 ~ 007 ~ 008 ~ 008 ~
5 2300 “o3 1660 | 013 1430 | 7043 830 | To13 e o012 23001 To3 51901 “o3
011 ~ 011 ~ 011 ~ 011 ~ 0,008 = 011 ~ 011 ~
6.8 1,690 015 1,220 015 1,050 015 610 0.15 470 013 1,690 015 3,820 015
012 ~ 012 ~ 012 ~ 012 ~ 0.1 ~ 012 ~ 012 ~
7 1,640 016 1,180 016 1,020 016 590 016 450 014 1,640 016 3,710 016
015 ~ 015 ~ 015 ~ 015 ~ @13 = 015 ~ 015 ~
8.5 1350 | “619 970 |~ 619 840 | “519 490 | g9 38001017 1350 | “g19 3050 | Tog
016 ~ 016 ~ 016 ~ 016 ~ 014 ~ 016 ~ 016 ~
8.8 1,300 02 940 02 810 02 470 02 360 018 1,300 02 2,950 02
018 ~ loiie) = 018 ~ 018 ~ 016 ~ 018 ~ 018 ~
10.3 1,110 022 800 022 700 022 400 022 310 02 1,110 022 2,520 022
0.19 g~ 0§19 =~ 019 ~ 019 ~ 017 ~ 019 ~ 019 ~
10.5 1,090 023 790 023 690 023 390 023 300 021 1,090 023 2470 023
U2 == 02 = 02 = 02 = 018 ~ 02% == 02 =
10.8 1060 | ™24 770 | 024 670 | “024 380 | T024 290 | “022 1,060 f=9 2400 | ™04

1. IR AR ERE AT ERKEETERAING S, . The indicated speeds and feeds are for drilling with water-soluble coolant.

2. BEEBEEERAS ~ 10ZR9CRACAHETIELER, 2. The most suitable cutting fluid is water-soluble high density coolant ( 5~10 times

3. EFARMTIBIRER AT 20EMFLRES, BIBIIRLEREREE20%. dilution)

A TEERR. BFRUIRSE F#HT3D LUEINTRS, St Tmisatiteg. . When using non-water-soluble or water-soluble coolant (over 20 times dilution),
reduce the drilling speed by 20%.

. Step process should be used when drilling depth of the hole exceeds 3 times drill
diameter for lathe / horizontal machine.
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