180° 275V FUIV
EAREGINEREDINT

Angle 180 degree true flat drill
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One drill to solve angled flat hole and other threaded blind hole request. H Ig h S ' ) eed
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- “ Work SS/SC/FC NAK/SCM SKD Harder Steel ﬁaﬁkfégﬁﬂ
B = | R e e | R e v e 2108 HCZ030 | HRCI40  HRCATSD
PRC-GF020 | 2.0 9 0.8 4,950 PRC-GF041| 4.1 | 204 7,050 PR Elisfﬁ EU;EE Elisiﬁ E‘J?ﬁ Elisi'& E'JFEE Eﬁfﬁ EUFEE Eli_;iﬁ EUIFE
PRC-GF021 2.1 1.4 4,950 PRC-GF042 4.2 19 20.4 7,050 Diameter m(in)‘1 mn'(llznin m(in)‘1 mng/:nin m(in)'1 mnglznin m(in)"| mni/Znin m(in)“I mn(w’:nin
PRC-GF022| 2.2 n 1na 4,950  PRC-GF043| 4.3 20.5 7,050 2 11650 370 9830 370 5710 160 4090 70 9830 257.5
PRC-GF023 2.3 | 1.5 4,950 PRC-GFO44| 4.4 226 7,050 3 Soan . . e 5730 80 L
PRC-GF024 2.4 12.6 4950 PRC-GFO45| 45 | 21 | 227 60 = 7,050
PRC-GFO25 25 = 12 @ 127 | 4 50 | 4950 PRC-GFO46 4.6 28 | 7,050 4 6240 440 5300 370 2880 175 2060 80 5300 320
PRC-GF026 | 2.6 12.8 4,950 PRC-GF047 4.7 22.9 7,050 5 5040 440 4270 370 2260 175 1640 80 4270 320
PRC-GF027 | 2.7 14.9 4,950 PRC-GF048 4.8 22 23 7,050 6 4200 440 3550 370 1850 175 1340 80 3550 320
el 28 R 15 4950 BREEEEEE 4.9 £8 it 8 3150 440 2670 370 | 1440 175 = 1030 80 2670 320
PRC-GF029 2.9 15 4,950 PRC-GFO50| 5.0 | 23 | 23.1 8,400
PRC-GF030 3.0 144 | ' | 7,050 PRC-GF055| 55 @ 25 | 27.6 8,400 10 2520 440 2110 370 | 1130 175 | 820 80 2110 320
PRC-GFO31 3.1 | 155 7,050 PRC-GFOS0| 6.0 | 27 30 8,400
PRC-GF032| 3.2 = 15 | 156 7,050 PRC-GFO65| 6.5 | 30 33 S 0575 ’:ﬂgugf]ﬁ;"f iuzgﬁitmmwmum-gd‘urmﬂu;@#’&:ﬂg ——
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SlaGEE 33 | L 7050 QEEESRER 70 | 82 | 88 ) . 10,578 2 REHRES N BETICA N £ 5 BAORTT BEEADBEERI).
S 16:2 7,050 BRI 7.5 | 34 [ M4 | 10,575 3. KEMEEE ERT 2 BADLDTT., IAERYNEEREERT 3BA. EENE®EY OEEE 25 % FHFT T,
PRC-GF035 3.5 16 | 163 6 60 | 7,050 PRC-GF080 8.0 36 40 . 80 | 11,250 4. 7VREE 2 D CUTFOBEDEMTT, 2D EBABNHBITIEYY < THHENDFHAB I EHBYETDT. SHHLELA.
PRC-GF036 | 3.6 16.4 7,050 PRC-GF085 8.5 39 42 12,750 S5BERHERIZEMTI T 20BE81E. ERAE (0) It > THELTLETL,
PRC-GF037 3.7 18 7,050 PRC-GFOS0| 9.0 @ 41 42 0 | 100 | 12750 MBS 30° ﬂeﬁ?i%af\-;zmg% 45-50%\;:1:&1*‘1(1“531,\0 - \‘
PRC-GF038 3.8 8 18.1 7,050 PRC-GF095 9.5 43 45 12,750 ERAES 30 ’Eﬁx%finl-li» El¥=EE 70%LLF, BYEEE 30%UTFICTHTIREL,
PRC-GF039 3.9 18.2 7,050 PRC-GF100| 10.0 @ 45 48 12,750 6. HEAZROTAHSHTEE LA

PRC-GF040 | 4.0 18.3 | _ 7,050

Fﬁﬁ Applications

Drilling condition table

D D

ﬁ ,r F\ﬁ l o 1. Adjust drilling condition based on work clamp state or the rigidity of machine.
2. For drilling removed forging surfaces.(not for the rough surface drilling)
G F F |J ) l/ GE drills 3. This table parameter is for wet drilling process. When using non-water soluble cutting fluid, reduce the RPM and feed speeds by 25 %.

4, For drilling depths of 2D or less. NOT Drilling over 2D.

5. For slope drilling, adjust according to inclined angle( 8 ). For inclined angle under 30°, reduce the feed to 45-50%. When drilling on inclined surface over 30°,
reduce the rotation to 70% or less and cutting speed less than to 30% or less.

6. No Counter side milling.
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A:Reduce drilling and feed speeds (‘Pi) EOE 2100-2400Hv 3200-3500Hv
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C:Reduce drilling and feed speeds ki BRI | 0.4~05 | 0.4




