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A S Best for Stainless Steel-Aluminum and Steel
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KIRIMARU Straight Shank Drills
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@A 25" AF LA - P AF - LG EOtIEHE iR @Cutting performance for aluminum, stainless and steel is
@27/ A50U5303, 304, 316F, 31 6LOADI LIS @hE excellent due to 125 degrees point angle.
O EEFE T C RN, B @The best tor processing of SUS303, 304,316F and 316F.

@®\Wear resistance is excellent and also durable.
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Item Code : Item Code

TCSUS 0.6 0.6 8.5 30 TC-5U5 1.5 1.5 23 48
TCSUS 0.65 0.65 10 3z TC-5U5 1.55 1.55 25 50
TC5US 0.7 0.7 10 32 TCSUS 1.6 1.6 25 50
TC-A5U5 0.75 0.75 11 34 TC-5US 1.65 T.B5 25 50
TC-SUs 0.8 0.8 11 34 TCS5U51.7 1.7 25 50
TC-S5US 0.85 0.85 1= 36 TCSUS 1.75 Tl 28 52
TC-S5US 0.9 0.9 13 36 TCS5U5 1.8 1.8 28 52
TCSUS 0.95 0.95 18 40 TC-505 1.85 1.85 28 52
TCSUS 1.0 1.0 158 40 TC-5U51.9 1.9 28 52
TC-5U5 1.05 1.05 20 42 TC-S5U5 1.95 1.95 29 55
TCS5US 1.1 1.1 20 42 TCSUS 2.0 2.0 29 55
TC-5U5 115 1.16 20 42 TC-5U5 2.05 2.05 29 55
TC-5U5 1.2 1.2 20 42 TC5US5 2.1 2.1 29 55
TCSUS 1.25 1.25 22 45 TCS5US 2.2 2.2 33 58
TCSUS 1.3 1.3 22 45 TC-5U5 2.3 2.3 33 58
TC-S5U5 1.35 1.35 23 48 TC-5U5 2.4 24 a5 &1
TC-5U5 1.4 1.4 23 48 TC-S5U5 2.5 25 35 &1
TC-50U5 1.45 1.45 23 45 i TS (107 A 10pes per casa)
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5 ! 5 MLSK OHELC) Y [ alloy | um alkoy
- i ikt e zuim mm
I ] [ : 1 Fimmsrev)] n{min-1) |Fimm/rev)
& S0 4 5 ol 3 z (L LI A4
J B.000 003 ! X s . i 0.04 T&,000 3
1.0 7.200 0.05 6,160 0.04 4,480 0.03 3.840 0.04 £.800 0.05 14,400 0.06
2.0 4,000 0.08 3,200 0.05 2,320 0.04 1,510 0.04 3.600 [E] 7,200 0.09
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Thesa conditions ane for general guidance. Therefor they ane subject 1o changa 1o he situation of the machine used. e tool hold rigidity. cuting of, etc.
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[tem Code ¢
MC-SUS-RD 0.73 0.73 2] 40 1.5
MNC-SUS-RD Q.74 (.74 2] 40 5
MC-SUS-RD Q.75 Q.75 7 40 1.5
MNC-SUS-RD 0.76 Q.76 7 40 1.5
MNC-5U5-RD 0.77 0.77 7 40 1.5
MNC-SUS-RD 0.78 0.78 7 40 1.5
MC-5US-RD 0.79 0.79 7 40 1.5
MNC-5US-RD 0.80 .80 7 40 1.5
MNC-SUS-RD Q.81 .81 7 40 1.5
MNC-SUSRD Q.82 0.82 7 40 15
MC-5US-RD 0.83 Q.83 7 40 1.5
MC-5U5-RD 0.84 (.84 7 40 1.5
MNC-5US-RD 085 .85 7 40 1.5
MC-5U5-RD 0.86 0.86 7 40 1.5
MC-SUS-RD 0.87 0.87 7 40 1.5
MC-SUS-RD Q.88 (.88 7 40 1.5
MC-SUS-RD Q.89 (.89 7 40 1.5
MNC-5USRD 0.90 (.90 & 40 1.5
MC-5U5-RD 0.91 0.91 & 40 1.5
MNC-5U5-RD 0.92 0.92 <] 40 1.5
MC-S5US-RD 0.93 0.93 5 40 1.5
MNC-5U5-RD 0.94 (.94 2] 40 1.5
MC-SUS-RD 0.95 .95 B 40 1.5
MNC-SUS-RD 0.96 (.96 B 40 1.5
MNC-5USRD 0.97 0.97 & 40 1.5
MC-5U5-RD 0.98 .98 i 40 1.5
MNC-5U5-RD 0.99 0.99 3] 40 1.5
MNC-5U5-RD 1.00 1.00 & 40 1.5

#0.01 EUBBSERNLTLET. (10241710 pcs per case)

EEEHIEN  Recommended cutting conditlons
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Work | 35 (2535 HE 5 Copper alloy Aluminum alley
e o
nimin= "y [F{mrmrevi] mimin-y [F(mmerevi] nlmins) [Fmme'rev)] ndmin=1) IF(mmdravi] mimin-'y IFimmdrev)
; : 0.01 19,000 Q.01 15,000 0.01 12.000 0.01 20,000 0.01 20,000
0.4 16,000 0.01 14,000 0.01 11.000 0.01 9,500 0.01 16.000 0.02 20,000 .02
0.5 13,000 0.02 12,000 0.02 9000 0.01 .00 0.02 12,500 0.03 20,000 0.03
0.6 11.000 0.02 10.000 0.02 7.400 0.02 5,400 .02 10.500 Q.03 20.000 .04
0.7 4,000 0.03 8,800 0.03 5,400 0.02 5,500 0.03 0,000 .04 8.000 (.05
0.8 &,000 0.04 7.700 0.03 5.600 0.03 4,400 0.03 8,000 .04 2,000 i0.05
0.9 7600 0.0 5,800 0.03 5,000 0.03 4,200 0.04 7.500 0.04 15,500 0.06
1.0 7,200 0.05 &, 200 0.04 4.500 0.03 4,000 0.04 7,000 0.05 15.000 .06
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These conditions ana for generad guldance. Therefor they ane subject 1o change o the sliluation of tha machine usad. the tool hold rigidity. cutting oil, etc.
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