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Flat drill for material below HRc 50, pre-hardened steel,
alloy steel, cast iron and aluminum.

With double margin of side flute and coolant hole, high speed drilling
is available to a variety of inclined and curved surfaces.

Chip emission is great and stable drilling is available with between
2410 30 degree helix design.

Minimize burrs during penetration drilling.

Increased tool life by applying TISIN-R coating with great heat and
wear resistance.

el mm

2FDRLW 030 231 S04

2FDRLW 031 238 S04 20 8 23 8
2FDRLW 032 244 504 3.2 21.4 | 244
2FDRLW 033 251 S04 33 221 2541
2FDRLW 034 258 S04 34 | 228 258
2FDRLW 035 265 S04 35 | 235 265
2FDRLW 036 271 S04 3.6 | 241 2741
2FDRLW 037 278 S04 3.7 248 278
2FDRLW 038 285 S04 38 255 285
2FDRLW 039 291 S04 39 | 261 2941
2FDRLW 040 298 S06 4 26.8 | 29.8
2FDRLW 041 305 S06 4.1 27.5 | 305
2FDRLW 042 311 S06 4.2 28.1 311
2FDRLW 043 318 S06 43 | 288 318
2FDRLW 044 325 S06 44 | 295 325
2FDRLW 045 332 S06 45 | 302 332
2FDRLW 046 338 S06 46 | 308 338
2FDRLW 047 345 S06 4.7 31.5 345
2FDRLW 048 352 S06 48 | 322 352
2FDRLW 049 358 S06 49 | 328 358
2FDRLW 050 365 S06 5 33.5 | 365
2FDRLW 051 372 S06 5.1 342 372
2FDRLW 052 378 S06 5.2 348 378
2FDRLW 053 385 S06 53 | 355 385
2FDRLW 054 392 S06 54 362 392
2FDRLW 055 399 S06 55 | 369 399
2FDRLW 056 405 S06 56 | 375 405
2FDRLW 057 412 S06 5.7 38.2 412
2FDRLW 058 419 S06 58 | 389 419
2FDRLW 059 425 S06 59 | 395 425
2FDRLW 060 432 S06 6 40.2  43.2
2FDRLW 061 439 S08 6.1 40.9 439
2FDRLW 062 445 S08 6.2 | 415 445
2FDRLW 063 452 S08 6.3 | 422 452
2FDRLW 064 459 S08 6.4 | 429 459
2FDRLW 065 466 S08 6.5 | 43.6 46.6
2FDRLW 066 472 S08 6.6 | 442 472
2FDRLW 067 479 S08 6.7 449 479
2FDRLW 068 486 S08 6.8 | 456 48.6
2FDRLW 069 492 S08 6.9 | 46.2 49.2
2FDRLW 070 499 S08 7 46.9 | 49.9
2FDRLW 071 506 S08 7.1 47.6 | 50.6
2FDRLW 072 512 S08 7.2 | 482 51.2
2FDRLW 073 519 S08 7.3 | 489 519
2FDRLW 074 526 S08 7.4 | 49.6 526
2FDRLW 075 533 S08 7.5 | 503 533
2FDRLW 076 539 S08 76 | 509 539
2FDRLW 077 546 S08 7.7 51.6  54.6
2FDRLW 078 553 S08 78 | 523 553
2FDRLW 079 559 S08 79 | 529 559
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2FDRLW 080 566 S08

2FDRLW 081 573 S10 54 3 57 3 1 10
2FDRLW 082579 S10 8.2 549 579 110 1 0
2FDRLW 083 586 S10 83 556 586 110 10
2FDRLW 084 593 S10 84 563 593 110 10
2FDRLW 085 600 S10 8.5 57 60 110 10
2FDRLW 086 606 S10 86 576 606 110 10
2FDRLW 087 613 S10 87 583 613 110 10
2FDRLW 088 620 S10 8.8 59 62 110 | 10
2FDRLW 089 626 S10 89 596 626 110 10
2FDRLW 090 633 S10 9 60.3 633 110 | 10
2FDRLW 091 640 S10 9.1 61 64 | 110 10
2FDRLW 092 646 S10 9.2 616 646 110 10
2FDRLW 093 653 S10 93 623 653 110 10
2FDRLW 094 660 S10 9.4 63 66 110 | 10
2FDRLW 095 667 S10 95 637 667 110 10
2FDRLW 096 673 S10 96 643 673 110 10
2FDRLW 097 680 S10 9.7 65 68 110 10
2FDRLW 098 687 S10 9.8 | 657 687 110 10
2FDRLW 099 693 S10 99 663 693 110 10
2FDRLW 100700 S10 10 67 70 110 | 10
2FDRLW 101 707 S12 10.1 | 67.7 | 70.7 125 12
2FDRLW 102713 S12 10.2 | 683 713 125 12
2FDRLW 103720 S12 10.3 69 72 125 12
2FDRLW 104 727 S12 104 | 69.7 727 125 12
2FDRLW 105 734 512 105 | 704 734 125 12
2FDRLW 106 740 S12 10.6 71 74 125 | 12
2FDRLW 107 747 S12 107 717 747 125 12
2FDRLW 108 754 512 108 | 724 754 125 12
2FDRLW 109 760 S12 10.9 73 76 125 12
2FDRLW 110767 S12 " 73.7 767 125 | 12
2FDRLW 111 774512 1M1 744 774 135 12
2FDRLW 112780 S12 1.2 75 78 135 | 12
2FDRLW 113787 S12 1.3 | 75.7 | 787 | 135 | 12
2FDRLW 114794 512 1.4 764 794 135 12
2FDRLW 115801 S12 1.5 771 80.1 135 12
2FDRLW 116 807 S12 1.6 | 77.7 80.7 135 12
2FDRLW 117814 512 1.7 784 814 135 12
2FDRLW 118 821 512 1.8 | 791 821 135 12
2FDRLW 119827 S12 1.9 797 827 135 12
2FDRLW 120834 512 12 80.4 834 135 | 12
2FDRLW 125 868 S14 125 838 868 140 14
2FDRLW 130901 S14 13 87.1 | 90.1 140 14
2FDRLW 135935 S14 135 905 935 140 14
2FDRLW 140 968 S14 14 93.8 1 96.8 140 14
2FDRLW 1451002 S16 145 | 97.2 100.2 160 16
2FDRLW 150 1035516 15 100.5 1035 160 | 16
2FDRLW 1551069 S16 15,5 103.9 106.9 160 16
2FDRLW 160 1102 S16 16 107.2 110.2 160 | 16
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I ZFDR W(3D) Cutting Condition “RPM: mir !+ Feed : mm/min

gy TASUEAZRY  EER/mEEER /ey 272 Sty 53 AdigAZ g2 33
Material SS/SC/FC SCM / NAK / HPM SKD Hardened steels FCD SUS304 A7075
~200HB 20 ~30HRC 30 ~ 40HRC 40 ~ 50HRC
37 B4 OBAE  HEA OB4E  HEE OBAE WS OFAE  HEA OB4E  HH: OBAE WS OdaE
Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
21 16000 120 13000 70 9500 40 8000 40 13000 50 1000 20 22500 200
21.5 10000 130 8500 80 6500 40 5300 40 9000 50 6500 20 15000 200
22 9500 150 8000 95 5500 50 4800 50 8000 70 6500 35 13000 230
225 12000 450 9500 300 9600 200 5800 120 9500 220 8800 210 13000 650
23 12500 900 10000 600 7500 300 6500 270 10000 450 10000 600 14500 1200
24 9500 930 8000 620 5500 300 4800 270 8000 450 8000 600 12000 1200
25 7500 930 6500 620 4500 300 3800 270 6300 460 6300 620 9000 1200
26 6500 950 5400 630 3700 330 3200 280 5400 470 5500 620 7500 1300
28 4800 950 4000 630 2900 330 2500 280 4000 470 4000 620 5600 1300
210 3800 950 3300 630 2450 330 2000 280 3200 470 3300 620 4500 1300
212 3300 950 2800 630 2000 330 1600 280 2800 470 2900 620 3900 1300
216 2500 950 2000 630 1500 330 1300 280 2000 470 2000 620 2800 1300

M ZUBE H2E 28N AR ALZ0| HALLICE ZAIRE ALESIA| 42 Al SIUL 55 20% 20 AFBSHIAIL.
+ £ 0= 3xDcE E7|7| DHAIL. 2 HIE AEN7LER] Y8 F2, WELY WAIS AF25HHAIL.

AH[QIFA AROl|= T2 HFALS AFRSIAIALL.

L 2tA 0 1Dc 0.5Dc AlO|E HAEFLICE

SE02E AIE3HA| IHAIL.

AR +%7|71I”éiol'-f—Z““-.:."E“EHOH 2t ZHSHAIL.

* Use the water soluble cutting oil. In case if you do not use water soluble cutting oil, reduce the RPM and the feed by 20%.
* Do not over the drilling depth of 3 x Dc. If the state of chip emission is not good enough, use peck drilling method.

* For the stainless material, use peck drilling method.

* Peck drill interval is recommended between 0.1 Dc to 0.5 Dc.

* Side milling is not possible.

* Change cutting conditions depending on work variables; rigidity of machine, work clamp or material shape.

I ZFDRL W(5D) Cutting Condition < RPM: mitf 1« Feed : mm/rmin

gy TRBUBAZIERY  B3L/mEsz T8/ 1353 seiy 23 AdAz 220543
Material SS/SC/FC SCM / NAK / HPM SKD Hardened steels FCD SUS304 A7075
~200HB 20 ~30HRC 30 ~ 40HRC 40 ~ 50HRC
17 HHa OB4E  H¥S OBAE  HHA OB4E  HS OB4E  HEA OB4E  HES Og4E  SH4 O33R
Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
21 19000 200 16000 100 10000 50 10000 45 15000 75 13000 60 25000 230
21.5 13000 200 10000 100 7600 50 6500 45 10000 75 8500 60 17000 230
g2 10000 300 9500 200 6800 95 5600 70 9500 120 8000 100 14500 400
225 13000 700 10000 350 7000 180 5800 150 10000 250 9500 300 15500 850
23 15000 1250 10000 600 7300 300 6500 270 10000 460 10000 600 17000 1350
24 11000 1300 8000 600 5500 300 4800 270 8000 460 8000 620 14000 1400
a5 9000 1300 6400 600 4500 300 3800 270 6500 460 6500 620 10000 1400
26 7500 1350 5300 630 3700 320 3200 280 5300 480 5300 630 9500 1500
28 5600 1350 4000 630 2800 320 2500 280 4000 480 4000 630 6500 1500
210 4500 1350 3200 630 2300 320 2000 280 3200 480 3300 630 5100 1600
212 3700 1350 2800 630 2000 320 1700 280 2900 480 2800 630 4300 1600
216 2850 1350 2100 630 1500 320 1300 280 2100 480 2100 630 3300 1600
© HARAE YR 48Y WAQ ALZ0| WHYULICE BARE AIBSIA| %S Al, BT SES 20% E0 ASTHIAIL.
+ EZZI0[= 5xDCE 9717 DHIAIL. 4 i AlE7H 22| %S 49, BEZT HAIZ ABSHIAIL.
+ AB[IZA AMOl= HET HAS ALZSHIAIL.

© HE™ 7142 0.1Dc ~ 0.5Dc AO|E HYELILCL.
© EHIISEORE ALZSIA| DAL
o HMZAZST|H ZH0IL SHI el w2t 2AHAAR.

* Use the water soluble cutting oil. In case if you do not use water soluble cutting oil, reduce the RPM and the feed by 20%.
* Do not over the drilling depth of 5 x Dc. If the state of chip emission is not good enough, use peck drilling method.

* For the stainless material, use peck drilling method.

* Peck drill interval is recommended between 0.1 Dc to 0.5 Dc.

* Side milling is not possible.

* Change cutting conditions depending on work variables; rigidity of machine, work clamp or material shape.
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Your specials are our standards.
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