JIS < ANSI « DIN

LINE P JS  ANSI  DIN JS  ANSI | DIN
CESA a-1 NC-SD V 1-53

CE-S -2 NC-SD (1-53
(5= ()) a»-3 CS-Q 1D-55

1) CENTER DRILLS /  ©s @4 cs-au 156

CD-S(I) -5 CS-G )-57
CENTERING TOOLS cosw 06 JONTTOOLS  1-59
CE-SV -7 JO-CES (9-60
CE-S V(1) )-8 JO-CES V 1)-60
CD-SV -9 JO-CDS {v-61
CD-S V(I) JO-CDS V (9-61
C-CD-S J0-C-CDS 1)-62
CE-SL JO-CDS(IN) (D-62
CD-SL JO-CDRV (1-63
CE-SLV JO-PEQ 1)-64
CD-SLV JO-PEQV (D-64
C-CD-SL JO-C-PEQ V ()-65
CEQA JO-NCSD V (D-65
CE-Q JO-CSQM (1)-66
CD-Q JO-HOLDER (1)-66
CD-Q LH
CE-QV
CcD-QV
C-CDh-Q
CE-QL
CE-QLV
C-CD-QL
CESB
CE-S(I)
CD-S (1)
CESC
CEIR
CD-R
CE-T
MHCDS
AUCES
AUCDS
AUPEQ
AUPES
SHANK EXTENSION
POINT DRILLS
PE-Q
PE-QV
C-PE-QV
PE-QLV
PE-S
PE-SV
C-PE-SV
PE-SLV

- For improvement, spec may change without advance notice.




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CESA . — o

High Helix Center Drills-JIS Type A 60°

(1) Center Drills / Centering Tools

(for blind hole)

Specification
HHigh helix center drills - JIS Type A suitable for
soft or relatively tough materials.

(for through hole)

Cutting Speed depending on Materials

Stainless steels
P EIVF T |

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Brass castings [l Wrought aluminum [ Aluminum alloy castings
HIRHY 7 IV = EREH ZIL=EBRHY

25-50020-40920-40

(m/min) (m/min) (m/min)

Hand Taps

®

£E Ds
S Y 9
L
5 L _
@ = Segment : 51
— 0.5 X 60" X 3.15 CEAO05 315 315 1.06 ¥ 2860
-'% é 0.63 X 60° X 3.15 CEA0.63 0.63 3.15 315 1 1.32 1 ¥ 2570
@2 ;E‘ 0.8 X 60° X 3.15 CEA0.8 0.8 315 315 1.2 1.7 1 ¥ 1970
£t 1 X 60° X 3.15 CEA1.0 1 315 315 15 212 1 ¥ 1,750
o 1.25 X 60° X 3.15 CEA1.25 1.25 3.15 31.5 1.9 2.65 1 ¥ 1,610
é‘ 1.6 X 60° X 4 CEA16 16 4 35.5 24 3.35 1 ¥ 1,550
:;T’ 2X60°X5 CEA2.0 2 5 40 3 4.25 1 ¥ 1,290
25X 60° X 6.3 CEA25 25 6.3 45 38 5.3 1 ¥ 1,400
3.15%X 60’ X 8 CEA3.15 3.15 8 50 4.8 6.7 1 ¥ 1,870
== 4 X 60 %10 CEA4.0 4 10 56 6 85 1 ¥ 3410
ig ig 5% 60" X125 CEA5.0 5 125 63 75 10.6 1 ¥ 4570
@':: b= 6.3 X 60° X 16 CEA6.3 6.3 16 7 9.2 13.2 1 ¥ 8810
E 8 X 60° X 20 CEA8.0 8 20 80 115 17 1 ¥ 18,000
2 10 X 60° X 25 CEAO010 10 25 100 14.2 21.2 1 ¥ 31,400
=

+ Machining conditions are calculated based on the workpiece end-face hole size Dw.
+ For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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Center Dirills / Centering Tools

CE-S

High Helix Center Drills-Type A 60°

TYPE: 1
Ds
Dc = } — — 4E|’
Y] “
L
B Unit: Inch
Segment : 51

Size DC Ds Dw
rvee | woe

Specification

0.3%X60° X3
0.4 X 60" X3
0.5 % 60" X 3.5
0.6 X 60° X 3.5
0.7 X 60" X 3.5
0.8 X 60° X 3.5
0.9 X 60° X 4
1X60° X4
1.2X60° X5
15X 60° X5
2X60° X6
25X 60" X 7.7
3X60°X7.7
3X60 X8

4 X60°%X10
5% 60° X 11
5% 60" X 12
6 X 60° X 16
6 X60° X 18
8 X 60 X18
10 X 60° X 18
12 X 60° X 25
1/16 X 60° X 5

3/32 X 60" X 7.7

1/8 X 60° X 7.7
3/16 X 60° X 11
1/4 X 60° X 18

CEO0.3
CE0.4
CE0.5
CE0.6
CE0.7
CEO0.8
CEO0.9
CE1.0
CE1.2
CE1.5
CE2.0
CE2.5
CE3.0
CE3.0-8
CE4.0
CE5.0
CE5.0-12
CE6.0-16
CE6.0
CE8.0
CEO010
CE012
CEU04
CEU06
CEUO08
CEU12
CEU16

0.4
0.5
0.6
0.7
0.8
0.9
1
1.2
1.5
2

—_
(=)

12
1/16
3/32
1/8
3/16
1/4

Cutting Speed depending on Materials

Stainless steels
P EIVF T |

De

3 35
35 35
3.5 35
35 35
3.5 35

4 35

4 35

5 40

5 40

6 45
77 50
77 55

8 55
10 65
11 78
12 78
16 90
18 90
18 100

18 100
25 120

5 40
77 50
77 55

11 78

18 90

T TYPE:2

Drill
dia.

Shank
dia.

Overall
length

Drill
length

Workpiece enc-face
Hol size

Dc

Ds

L

Dw

Brass castings

i gy

25-50

(m/min)

Wrought aluminum

7 V= EEH

20~40

(m/min)

Aluminum alloy castings
ZIL=EBRHY

20-40

(m/min)

0.4
0.5
0.6
0.7
0.8
0.9
1
1.2
15
2
25
3
3
45
5.5
55
6.5
6.5
8.5
1
13
15
25
3
5.5
6.5

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
+For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

% = Specified Distribution Items. Made to order products.

15
15

25
2.5

IS

6.5
6.5
6.5
85

135
15
15

21

6.5

15

N DD D D DN N D DN DD MDD MDD DN D DNDDNDDNDDNDNDNDDNDDNDDNDDND = =2

¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥

HHigh helix center drills - Type A suitable for soft
or relatively tough materials.

2,510 *
2,290 *
3,320
3,010
2,670
2,280
2,140
1,870
1,710
1,470
1,630
2,000
2,000
2,140
3,980
4,290
5,320

10,400

14,600

16,700

16,700

35,200
1,600 *
2,190 *
2,190 *
4,780 *

15,900 *

Think threads with

YAMAWA

)

©

Spiral Fluted Taps
(for blind hole)

Spiral Fluted Taps
(for through hole)

ugh hole)

©

S

(

Spiral Pointed Taps

Hand Taps

®

Cemented

(ur(bulade Taps

Roll Taps

©

Special Thread Taps

Simp

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CE-S(l) _———

High Helix Center Drills-Type A 60°, (Old JIS Type 1)

(1) Center Drills / Centering Tools

(for blind hole)

Specification
HHigh helix center drills - old JIS Type A suitable
for soft or relatively tough materials.

(for through hole)

Cutting Speed depending on Materials

Stainless steels
AFVLAMH

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Wrought aluminum [l Aluminum alloy castings
7 IV = SR ZIL=EBRHY

a
= 20~40§20-40
@ S (m/min) (m/min)
x=
T TYPE: 1 7
—= -
o o
= Ds
£ S E
OKF- De -
S
Y 7
L
=
=
® = - -
Segment : 51
Size Dc Ds L 2 Dw
% = 25X 60" %X 8 CE125 25 8 50 35 6.5 1 ¥ 2240
@% £ 3% 60 X10 CE13.0 3 10 55 4 8 1 ¥ 3520
gE 4X60 X12 CE14.0 4 12 66 5 10 1 ¥ 5020
. 5X 60 X 14 CE15.0 5 14 78 6.5 12 1 ¥ 7,550
s
E_ +Machining conditions are calculated based on the workpiece end-face hole size Dw.
& - For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
==
@f =
g
2

©

=2
=
=]}
—
>
=
a £
)
o

v
=]
o
—
=
=
=
[
—
=
0]
o

P YAMAWA



Center Dirills / Centering Tools

Drill Shank Overall Drill Workpigce end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CD-S ———

Low Helix Center Drills-Type A 60°

Specification

HLow helix center drills - Type A suitable for
relatively hard materials.

Cast steels Cast irons Ductile cast irons
i3

(kpil 110~15) 10-20

(m/min) (m/min) (m/min)

TYPE: 1 N [ TYPE:2 ]
/‘\ Ds /{\ Ds
Dc < } — — — F Dci I
o o
L L
Unit: Inch
Segment : 51

Size Dc Ds Dw

0.3 X60° X3
0.4 x60° X3

0.5x 60" X 3.5
0.6 X 60° X 3.5
0.7 X 60" X 3.5
0.8 X 60° X 3.5

0.9 X 60° X 4
1X60° X4
1.2X60° X5
1.5 X60° X5
2X60° X6

2.5 X 60° X 7.7

3X60° xX77
3X60°%X8

4 X600 xX10
5% 60° X 11
6 X 60" X 16
6 X60° %18

1/8 X 60° X 7.7

CYo0.3 ¥ 2510
CY0.4 0.4 3 35 0.4 1 1 ¥ 2,290 %
CY05 0.5 35 35 0.5 15 2 ¥ 3320
CY0.6 0.6 3.5 35 0.6 1.5 2 ¥ 3010
cvo.7 0.7 35 35 0.7 2 2 ¥ 2670
cYo.8 0.8 35 35 0.8 2 2 ¥ 2280
CY0.9 0.9 4 35 0.9 25 2 ¥ 2140%
CY1.0 1 4 35 1 2.5 2 ¥ 1,870
CcY1.2 1.2 5 40 1.2 2 ¥ 1,710
CY1.5 1.5 5 40 1.5 4 2 ¥ 1,470
CY2.0 2 6 45 2 2 ¥ 1,630
CcY25 2.5 7.7 50 2.5 6.5 2 ¥ 2,000
CY3.0 3 7.7 55 3 6.5 2 ¥ 2,000
CY3.0-8 3 8 55 3 6.5 2 ¥ 2,140
CY4.0 4 10 65 45 85 2 ¥ 3,980
CY5.0 5 1 78 5.5 9 2 ¥ 4,290
CY6.0-16 6 16 90 6.5 135 2 ¥ 10,400
CY6.0 6 18 90 6.5 15 2 ¥ 14,600
cYuos 1/8 7.7 55 3 6.5 2 ¥ 2,190 %

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
«For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

m Think threads with
% = Specified Distribution Items. Made to order products. YAMAWA
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—
7]

©

(for blind hole)

(for through hole)

ugh hole)

S

wv

o
=
—_
=
=
=
=

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Cemented

(u%%e Taps

Roll Taps

©

S

Special Thread Taps

Simple |

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




(11) Center Drills / Centering Tools | [ | P

Dc | Ds | L 2 | Dw

CD-S(l) L ——

Low Helix Center Drills-Type A 60°, (Old JIS Type 1)

(for blind hole)

Specification
HWThe CD-S(l) is an old JIS 1 low helix center
hole drill suitable for relatively hard materials.

(for through hole)

Cutting Speed depending on Materials

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Medium carbon steels Alloy steels Cast steels Cast irons Ductile cast irons

High carbon steels
(e

a (B R =r ] TR
- 15-30415-30415- 30 10-258 15308k [' A3 LRk [ R0
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
T TYPE: 1 ]
% % N Ds
®:% b =
- NN
wv L 1
£
@ = Segment : 51
g% 25X60° X8 c125 ¥ 2,240
‘% § 3X 60 X10 C13.0 3 10 55 4 8 1 ¥ 3,520
@E; :“f* 4X60 X12 c14.0 4 12 66 5 10 1 ¥ 5,020
EE 5% 60° X 14 C15.0 5 14 78 6.5 12 1 ¥ 7,550

§ +Machining conditions are calculated based on the workpiece end-face hole size Dw.
- - For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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Segment : 51

Size Dc Ds Dw

0.5 X 60" X 3.5
0.7 X 60° X 3.5
0.8 X 60" X 3.5
0.9 X 60" X 4
1X60° %4
12X 60" X5
1.5X60° X5
2X60°%X6
25X%X60° X 7.7
3 X 60 X7.7
4 X600 xX10
5% 60" X 11
6 X 60" X 16
6 X60° %X 18

Center Dirills / Centering Tools

CD-S LH

Low Helix Center Drills-Type A 60°, Left Hand Cut

Specification

vss|

Cutting Speed depending on Materials

{EReRE

(m/min)

CY0.5-L
CYO0.7-L
CY0.8-L
CY0.9-L
CY1.0-L
CYi.2-L
CY1.5-L
CY2.0-L
CY25-L
CY3.0-L
CY4.0-L
CY5.0-L
CY6.0-L16
CY6.0-L

Medium carbon steels
Ll ]

(m/min)

0.7
0.8
0.9
1
1.2
15

o o o b~ W

High carbon steels
(e

3.5 35
3.5 35
4 35
4 35
5 40
5 40
6 45
77 50
7/ 55
10 65
11 78
16 90
18 90

% = Specified Distribution Items. Made to order products. m

HLow helix center drills - Type A suitable for

15-30]15-30]15-30]10-25

(m/min)

Drill Shank Overall Drill Workpigce end-face
dia. dia. length length Hole size
Dc | Ds | L 2 | Dw

T ————

relatively hard materials.

Alloy steels Cast steels Cast irons Ductile cast irons

a=f b
(kpil 110~15) 10-20

(m/min) (m/min) (m/min) (m/min)

TYPE: 1
N Ds
Dc] -——-—
g, N

L gl

0.7
0.8
0.9
1
1.2
15
2
25
3
4.5
5.5
6.5
6.5

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

25
25

I

6.5
6.5
8.5

135
15

¥
¥
¥
¥
¥
¥
1 ¥
¥
¥
¥
¥
¥
¥
¥

4510 *
3,630 *
3,110 *
2,910 *
2,550 *
2,330 *
1,990 *
2,220 *
2,720 *
2,720 *
5,410 *
5,840 *
14,100 *
19,800 *

Think threads with

YAMAWA

)

—
7]

(for blind hole)

(for through hole)

ugh hole)

S

wv
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Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Cemented

(u%%e Taps

Roll Taps

©

S

Special Thread Taps

Simple |

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CE-S YV =

High Helix Center Drills-Type A 60°, Coated

(1) Center Drills / Centering Tools

(for blind hole)

Specification

BThe CE-S V is a coated type A high helix
center hole drill with excellent wear resistance
and welding resistance.

s

Cutting Speed depending on Materials

Stainless steels

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole) (for through hole)

Brass castings [l Wrought aluminum [ Aluminum alloy castings

2 P T REY 7 1b= R FILZEEHY
- 30-60§25~50425-50
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
T TYPE: 1 7
.
o =
E = Ds
£ S E
®ez De -
S
Y 7
L
=
=
® = ) )
Segment : 51
Size Dc Ds Dw
g% 1X60° x4 VCE1.0 ¥ 3920
g 1.5 X60° X5 VCE1.5 15 5 40 15 4 1 ¥ 3,440
@E £ 2X60° X6 VCE2.0 2 6 45 2 5 1 ¥ 3,650
8 E 25X 60° X 7.7 VCE25 25 77 50 25 6.5 1 ¥ 4,40
. 3X60 X77 VCE3.0 3 7.7 55 3 6.5 1 ¥ 4,140
= 3X60° X8 VCE3.0-8 3 8 55 3 6.5 1 ¥ 4670
(-5
£ 4 %60 %10 VCE4.0 4 10 65 45 8.5 1 ¥ 6760
5 X 60° X 11 VCE5.0 5 1 78 5.5 9 1 ¥ 7,570
6 X60°%X18 VCE6.0 6 18 90 6.5 15 1 ¥ 22,000
% -Eé + Machining conditions are calculated based on the workpiece end-face hole size Dw.
@é = -For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
=
£
=

©
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m Think threads with
I AMAWA % = Specified Distribution Items. Made to order products.



Center Dirills / Centering Tools [ e 6
Dc | Ds | L 4 | Dw

CE-S V()

Specification

Cutting Speed depending on Materials

Stainless steels
AFVLAMH

Brass castings [l Wrought aluminum [ Aluminum alloy castings
HIRHY 7 IV = EREH ZIL=EBRHY

30~60]25-50Q25-50

(m/min) (m/min) (m/min)

(m/min) (m/min) (m/min) (m/min)

TYPE: 1

De] - -

Segment : 51

Size Dc Ds Dw

4,670 *

25x60 X 8 VCE12.5 ¥
3X%X60° %10 VCE13.0 3 10 55 4 8 1 ¥
4X60° %12 VCE14.0 4 12 66 5 10 1 ¥
5% 60° X 14 VCE15.0 5 14 78 6.5 12 1 ¥

* Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

m Think threads with
% = Specified Distribution Items. Made to order products. YAMAWA

High Helix Center Drills-Type A 60°, Coated, (Old JIS Type 1)

HMOptimum coating suitable for the cutting
Coatlng condition.

6,470 *
8,690 *
12,800 *

)

—
7]

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Cemented

(u%%e Taps

Roll Taps

©

Special Thread Taps

Thread Mills

Premium Thread Mills

(for blind hole)

(for through hole) (for through hole)

Hand Taps

®

Pipe Taps

©

Simple Inspection Tools

Dies
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Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CD-SV ——-—

Type A Low Helix Coated 60° Center Hole Drill

(1) Center Drills / Centering Tools

(for blind hole)

Specification
HMThe CD-S V is a coated type A center hole drill
Coatmg wﬂh excellent abrasion resistance and welding
resistance.

Cutting Speed depending on Materials

(for through hole)

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Cast steels Cast |rons Ductile cast irons

Medium carbon steels |l High carbon steels Alloy steels
¢ o] &8

@ WA
- 10 20 10~25
@ 5 (m/min) (m/min) (m/min) (m/min)
x=
T TYPE: 1 7
5= s\ Ds
£ S E
®5% e T~
g W
L
£
@ = Segment : 51
Size Dc Ds Dw
2% 1X60° x4 VCY1.0 ¥ 3920%
g 1.5 X60° X5 VCY1.5 15 5 40 15 4 1 ¥ 3440
@E £ 2X60 X6 VCY2.0 2 6 45 2 5 1 ¥ 3650 *
8 E 25X 60° X 7.7 vCY25 25 77 50 25 6.5 1 ¥ 4140 %
” 3X60°X7.7 VCY3.0 3 77 55 3 65 1 ¥ 4140 %
= 4 X60° %10 VCY4.0 4 10 65 45 8.5 1 ¥ 6,760 *
= 5 X 60° X 11 VCY5.0 5 11 78 5.5 9 1 ¥ 7570%
6 X 60° X 18 VCY6.0 6 18 90 6.5 15 1 ¥ 22,000 *
= = * Machining conditions are calculated based on the workpiece end-face hole size Dw.
= = -For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
@f =
g
=

©

v n
= 9
= o
a -
- )
O =
S
s 2
=
L5
L

m Think threads with
I AMAWA % = Specified Distribution Items. Made to order products.



Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

Coating Low Helix A Type 60° Center Hole Drill Former JIS Type 1

Center Dirills / Centering Tools

Specification

HWThe CD-S V(I) is a coated low helix former
Coating JIS type 1 center hole drill with excellent wear
resistance and welding resistance.

Cutting Speed depending on Materials

Medium carbon steels |l High carbon steels Alloy steels Cast steels Cast |rons Ductile cast irons
¢ L] & A
(m/min) (m/min) (m/min) (m/min)
T TYPE: 1 ]
X Ds
De] -
g W
L
1
Segment : 51
Size Dc Ds Dw
25X60° X8 VC125 ¥ 4670 "
3X60° %10 VC13.0 3 10 55 4 8 1 ¥ 6470 "
4X60° %12 VC14.0 4 12 66 5 10 1 ¥ 8690 "
5X 60" X 14 VC15.0 5 14 78 6.5 12 1 ¥ 12,800 *

* Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

m Think threads with
% = Specified Distribution Items. Made to order products. YAMAWA
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Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Cemented

(u%%e Taps

Roll Taps

©

Thread Mills

Premium Thread Mills

(for blind hole)

(for through hole)

ough hole)

Hand Taps

Special Thread Taps

Pipe Taps

©

©

(for

Simple Inspection Tools

Dies
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Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

C-CD-S e

Carbide Center Drills-Type A 60°

(1) Center Drills / Centering Tools

(for blind hole)

Specification
HLow helix carbide center drills - Type A suitable
for hard materials and mass production.

(for through hole)

Cutting Speed depending on Materials

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

High carbon steels Alloy steels Thermal refined steels [ Thermal refined steels Cast irons Brass castings il Aluminum alloy castings
9 {1 3 g BIEY 7 SERHY
- 30-60§30-60
@ :E (m/min) (m/min)
25~35HRC 35~45HRC
" TYPE: 1 ]
= 2
s X Ds
£ S E
®&% o T~
S
g W
L
=
=
® = } -
Segment : 52
Size Dc Dw
g% 1X60° x4 CCD1.0 4 ¥ 15,900
g 12X 60" X5 CCD1.2 1.2 5 40 1.2 3 1 ¥ 22,800 ¢
@E £ 15X 60" X5 CCD1.5 15 5 40 15 4 1 ¥ 20,100
8 E 2X60° X6 cCD2.0 2 6 45 2 5 1 ¥ 24,500
- 25X 60 X7.7 cCD2.5 25 77 50 2.5 6.5 1 ¥ 31,500
= 25X60° X8 CCD25-8 25 8 50 25 6.5 1 ¥ 32,700 ¥
(-5
£ 3X 60 X7.7 CCD3.0 3 7.7 55 3 6.5 1 ¥ 31,500
3 X 60° X 8 CCD3.0-8 3 8 55 3 6.5 1 ¥ 32,700 *
4 %60 %10 CCD4.0 4 10 65 45 85 1 ¥ 49,700
== 5 X 60° X 11 CCD5.0 5 11 78 55 9 1 ¥ 53,400
@g B 5% 60" X 12 CCD5.0-12 5 12 78 55 10 1 ¥ 53700 *
= 6 X60 X18 CCD6.0 6 18 90 6.5 15 1 ¥135,000 *
=
= + Machining conditions are calculated based on the workpiece end-face hole size Dw.
2 - For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
(=]
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Center Dirills / Centering Tools

CE-SL

Long Shank High Helix Center Drills-Type A 60°

Specification

Segment : 51

Size Dc Ds Dw

1X60° X4 CEL1.0
1X60° X4 CEM1.0
1.5X60° X5 CEL1.5
15X 60" X5 CEM1.5
2X60° X6 CEL2.0
2X60°%X6 CEM2.0
25X 60" X8 CEL25
25X 60° %8 CEM2.5
3X60°x8 CEL3.0
3X60°%X8 CEM3.0
3xX60° %8 CEN3.0
4 %60 %10 CEL4.0
4 %60 %10 CEM4.0
4 X 60 %10 CEN4.0
5X60° X 12 CEL5.0
5% 60" X 12 CEMS5.0
5% 60" X 12 CEN5.0

15
15

[N
I R R - I T i

Stainless steels
AFVUZRH

W 0O 00 O 0 o o o o »

- a4 A a
N M ©O O O©

12

Cutting Speed depending on Materials

De

150
100
150
100
150
100
150
100
150
200
100
150
200
100
150
200

=~

HLong shank high helix center drills - Type A

Drill
dia.

Shank
dia.

Overall
length

Drill
length

Workpiece enc-face
Hole size

Dc

Ds

L

Dw

suitable for soft or relatively tough materials.

TYPE: 1

Wrought aluminum

7 V= EEH

Aluminum alloy castings
ZIL=EBRHY

15

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

% = Specified Distribution Items. Made to order products. m

¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥

8,200
12,500
6,130
10,100
6,880
10,500
8,200
12,500
8,200
12,500
16,400 *
9,200
13,500
17,800 *
11,800
18,100
23,700 *

Think threads with

YAMAWA

)

—
7]

©

(for blind hole)

ugh hole)

©

S

wv
o
=
—_
=
=
=
=

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Cemented

(u%%e Taps

Roll Taps

©

S

Special Thread Taps

Simple |

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CD_SL S—eee——

Long Shank Low Helix Center Drills-Type A 60°

(1) Center Drills / Centering Tools

(for blind hole)

Specification
BLong shank low helix center drills - Type A
suitable for relatively hard materials.

(for through hole)

Cutting Speed depending on Materials

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Cast irons Ductile cast irons
i3

=
= 510 | 515
@ S (m/min) (m/min)
x=
T TYPE: 1 7
=3
;EJ = A I DS
£ —g E.
OkE- De - _
S 1T
9 N\
L
=
=
® = - -
Segment : 51
Size Dc Ds Dw
R 1X60° X4 CDL1.0 ¥ 8200
g 1X60° X4 CDM1.0 1 4 150 1 2.5 1 ¥ 12,500
@ £ 15X 60° X 5 cDL15 15 5 100 15 4 1 ¥ 6,130
g8 1.5%X60° X5 CDM1.5 15 5 150 15 4 1 ¥ 10,100
. 2X60°X6 CDL2.0 6 100 5 1 ¥ 6,880
= 2X60 X6 CDM2.0 6 150 5 1 ¥ 10,500
(-5
£ 25%X60° X8 cDL25 25 8 100 25 6.5 1 ¥ 8200
25X60° X8 CDM2.5 25 8 150 25 6.5 1 ¥ 12,500
3X60 X8 CDL3.0 3 8 100 3 6.5 1 ¥ 8,200
== 3X60° X8 CDMS3.0 3 8 150 3 6.5 1 ¥ 12,500
@g £ 3xX60°x8 CDN3.0 3 8 200 3 6.5 1 ¥ 16,400 *
£ 4 X 60 X10 CDL4.0 4 10 100 45 8.5 1 ¥ 9,200
=
= 4 X 60 X10 CDM4.0 4 10 150 45 85 1 ¥ 13,500
8 4 x60° %10 CDN4.0 4 10 200 45 8.5 1 ¥ 17,800 *
- 5X60° xX12 CDL5.0 5 12 100 55 10 1 ¥ 11,800
5X60° X 12 CDM5.0 5 12 150 5.5 10 1 ¥ 18,100
5X60 x12 CDN5.0 5 12 200 55 10 1 ¥ 23,700 *

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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Center Dirills / Centering Tools

CE-SLV

Specification

s

Stainless steels
i35 5] P EIVF T |

(m/min) (m/min) (m/min)

Segment : 51

Size Dc Ds Dw

1X60"%x4 VCEL1.0

1X60" X4 VCEM1.0 1 4
1.5X60° X5 VCEL1.5 15 5
15X 60° X5 VCEM1.5 15 5
2X60° X6 VCEL2.0 6
2X60° X6 VCEMZ2.0 2 6
25X 60" X8 VCEL2.5 25 8
25X 60" X8 VCEM2.5 25 8
3xX60° %8 VCEL3.0 3 8
3X60° X8 VCEM3.0 3 8
4 xX60° X10 VCEL4.0 4 10
4 %60 %10 VCEMA4.0 4 10
5% 60" X 12 VCELS5.0 5 12
5% 60" X 12 VCEM5.0 5 12

Cutting Speed depending on Materials

(m/min)

De

150
100
150
100
150
100
150
100
150
100
150
100
150

Drill
dia.

Shank
dia.

Overall
length

Drill
length

Workpiece enc-face
Hole size

Dc

Ds

L

Dw

| —— AW —

Long Shank High Helix Center Drills-Type A 60°, Coated

HLong shank high helix center drills - Type A
coated to improve resistance to wear and

welding.

i gy

TYPE: 1

Brass castings

25-50

(m/min)

Wrought aluminum

7 V= EEH

20~40

(m/min)

Aluminum alloy castings
ZIL=EBRHY

20-40

(m/min)

15

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

* K K K K K K K K K

¥
¥
¥
¥

10,900
17,800

8,830
15,700

9,720
16,100
11,000
17,800
11,000
17,800
13,400
20,700
17,400
25,100

Think threads with

YAMAWA

)

—
7]

(for blind hole)

ugh hole)

©

S

wv

o
=
—_
=
=
=
=

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Cemented

(u%%e Taps

Roll Taps

©

S

Special Thread Taps

Simple |

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

Long Shank Low Helix Center Drills-Type A 60°, Coated

(1) Center Drills / Centering Tools

(for blind hole)

Specification

B Long shank low helix center drills - Type A
Coating suitable for relatively hard materials and coated
to improve wear resistance and anti-welding.

(for through hole)

Cutting Speed depending on Materials

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Alloy steels Cast steels Cast irons Ductile cast irons
@ 23 HARE
- (71| 10-15 10-20
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
T TYPE: 1 7
-
;EJ = A I DS
£ —g E.
OkE- De - _
S 1T
9 N\
L
=
=
® = - -
Segment : 51
Size Dc Ds Dw
g% 1 X 60° X4 VCDL1.0 ¥ 10,900 *
g 1 X 60° X4 VCDM1.0 1 4 150 1 25 1 ¥ 17,800 *
@E %‘ 15%X60° X5 VCDL1.5 15 5 100 15 4 1 ¥ 8830"
g8 1.5%X60 X5 VCDM1.5 15 5 150 15 4 1 ¥ 15,700 *
. 2X60°X6 VCDL2.0 6 100 5 1 ¥ 9720 %
= 2X 60 X6 VCDM2.0 2 6 150 5 1 ¥ 16,100 *
(-5
£ 2.5 X 60° X8 VCDL25 25 8 100 25 6.5 1 ¥ 11,000 *
2.5 X 60° X8 VCDM2.5 25 8 150 25 6.5 1 ¥ 17,800 *
3X60 X8 VCDL3.0 3 8 100 3 6.5 1 ¥ 11,000 *
== 3X60° X8 VCDM3.0 3 8 150 3 6.5 1 ¥ 17,800 *
@g £ 4 X 60° X10 VCDL4.0 4 10 100 45 85 1 ¥ 13,400 ¥
£ 4 X 60° X10 VCDM4.0 4 10 150 45 8.5 1 ¥ 20,700 *
£ .,
& 5%X60° X 12 VCDL5.0 5 12 100 55 10 1 ¥ 17,400 *
8 5% 60" X 12 VCDMS5.0 5 12 150 5.5 10 1 ¥ 25,100 *
(=]

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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Center Dirills / Centering Tools

Segment : 52

Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

C_CD_SL -

Long Shank Low Helix Carbide Center Drills-Type A 60°

Specification
HLong shank low helix carbide center drills - Type
A suitable for hard materials and mass production.

Cutting Speed depending on Materials

High carbon steels Alloy steels Thermal refined steels [ Thermal refined steels Cast irons Brass castings [l Aluminum alloy castings
| E P SERHEY

=t a2l

25~35HRC 35~45HRC
TYPE: 1 ]
X . Ds
o
4o

Size Dc Ds Dw

1X60° x4
1.5 X60° X5
2X60°%X6
2X60° X6
25%x60°%x8
25X 60" X8
3xX60°x8
3X60°%x8
4x60°%x10
4 X60°%x10
5X60° X 12
5X 60" X 12

CCDL1.0 ¥ 21,300 *
CCDL1.5 1.5 5 100 1.5 4 1 ¥ 24,500 *

CCDL2.0 2 6 100 2 5 1 ¥ 27,700 *
CCDM2.0 2 6 150 2 5 1 ¥ 33500 *
CcCDL25 25 8 100 25 6.5 1 ¥ 36,700 *
CCDM2.5 25 8 150 25 6.5 1 ¥ 44,400 *
CCDL3.0 3 8 100 3 6.5 1 ¥ 36,700 *
CCDM3.0 3 8 150 3 6.5 1 ¥ 44,400 *
CCDL4.0 4 10 100 45 8.5 1 ¥ 46,200 *
CCDM4.0 4 10 150 45 8.5 1 ¥ 56,000 *
CCDL5.0 5 12 100 5.5 10 1 ¥ 56,400 *
CCDM5.0 5 12 150 5.5 10 1 ¥ 67,300 *

* Machining conditions are calculated based on the workpiece end-face hole size Dw.
«For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

m Think threads with
% = Specified Distribution Items. Made to order products. YAMAWA
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(for blind hole)

ugh hole)
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Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Cemented

(u%%e Taps

Roll Taps

©

S

Special Thread Taps

Simple |

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

High Helix Center Drills-JIS Type A 90°

(1) Center Drills / Centering Tools

(for blind hole)

Specification

W High helix center drills - JIS Type A center drill
for machining 90° center hole. Suitable for soft
and relatively tough materials.

(for through hole)

Cutting Speed depending on Materials

Stainless steels

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Brass castings [l Wrought aluminum [ Aluminum alloy castings

a {EBeRN AFVUZRH HiREY 7 IV = R FIL=EEHY
- 25~50§20-40520-40
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
T TYPE: 1 ]
=3
5= D
®5% S
L
Y (7
— L
=
=
® = i i
Segment : 51
Size Dc Ds Dw
2% 1X90° x4 CEA1.0Q 355 ¥ 1,860
g 1.25 X 90° X 5 CEA1.25Q 1.25 5 40 1.4 3.55 1 ¥ 1,550
@E ;E 1.6 X 90° X 6.3 CEA1.6Q 1.6 6.3 45 1.8 45 1 ¥ 1,670
g8 2%X90° X8 CEA2.0Q 2 8 50 22 5.6 1 ¥ 2,250
- 25x%x90° X 10 CEA25Q 25 10 56 2.8 7.1 1 ¥ 4,100
= 3.15%x 90" X 11.2 CEA3.15Q 315 1.2 60 36 9 1 ¥ 4570
(-5
= 4%x90° X125 CEA4.0Q 4 12,5 63 45 11.2 1 ¥ 5480
5X 90 X 16 CEA5.0Q 5 16 71 5.6 14 1 ¥ 10,600
6.3 X 90° X 20 CEA6.3Q 6.3 20 80 741 18 1 ¥ 21,600
—=  8x90°%x25 CEA80Q 8 2 s o 224 T e
@g B 10 X 90° X 31.5 CEA010Q 10 315 125 1.2 28 1 ¥ 53,400
g 125 X 90° X 35.5 CEA12.5Q 125 355 140 14 31.5 1 ¥ 96,300
=
- +Machining conditions are calculated based on the workpiece end-face hole size Dw.
3 «For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
(=]
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Center Dirills / Centering Tools

CE-Q

Segment : 51

Size Dc Ds Dw

0.5 %X 90" X 3.5
0.6 X 90" X 3.5
0.7 X 90" X 3.5
0.8 X 90° X 3.5
0.9xX90" x4
1X90" x4
1.2X90° X5
1.5%X90° X5
2X90° X6
25%X90° X 7.7
3xX90°xX77
4x90°X10
5% 90" x 11
6 X 90" X 16
6xX90° %18
8x 90°%X 18
10X 90°%X 18

High Helix Center Drills-Type A 90°

Specification

Cutting Speed depending on Materials

(B

(m/min) (m/min)

CY0.52

CY0.62 0.6
CY0.7Z2 0.7
CY0.8Z2 0.8
CY0.92 0.9
CY1.02 1
CY1.2z 1.2
CY1.52 15
CY2.0z 2
CY2.52 25
CY3.02 3
CY4.0z 4
CY5.0Z 5
CY6.0Z2-16 6
CY6.0Z 6
CY8.0Zz 8
CcYo10z 10

Stainless steels
P EIVF T |

(m/min) (m/min)

De

3.5 35
3.5 35
35 35
4 35
4 35
5 40
5 40
6 45
e 50
77 55
10 65
11 78
16 90
18 90
18 100
18 100

Drill
dia.

Shank
dia.

Overall
length

Drill
length

Workpiece enc-face
Hole size

Dc

Ds

L

Dw

S

HHigh helix center drills - Type A center drill for
machining 90° center hole. Suitable for soft and

relatively tough materials.

TYPE: 1

Brass castings
HIRHY

25-50

(m/min)

Wrought aluminum
7 IV = SR

20~40

(m/min)

Aluminum alloy castings
ZIL=EBRHY

20-40

(m/min)

0.6
0.7
0.8
0.9
1
1.2
15
2
2.5

4.5
5.5
6.5
6.5
8.5
"

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

% = Specified Distribution Items. Made to order products. m

25
25

3.5

6.5

6.5

8.5

135

15
15

¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥

4,170 %
3,780 *
3,350
2,870
2,680 *
2,350
2,140 *
1,840
2,050
2,510
2,510
5,000
5,390
13,000
18,300
21,000 *
21,000 *

Think threads with

YAMAWA
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(for blind hole)

ugh hole)

©
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=
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Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Cemented

(u%%e Taps

Roll Taps

©

S

Special Thread Taps

Simple |

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CD-Q ———g

Low Helix Center Drills-Type A 90°

(1) Center Drills / Centering Tools

(for blind hole)

Specification

HLow helix center drills - Type A center drill for
machining 90° center hole. Suitable for relatively
hard materials.

(for through hole)

Cutting Speed depending on Materials

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Medium carbon steels il High carbon steels Alloy steels Cast steels Cast irons Ductile cast irons
a (B R e s S=Hl TR
- 15~30§15~-30415- 30 10-258 15308k [' A3 LRk [ R0
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
T TYPE: 1 ]
H A
=2 D
®5% 0. E S———_—
E (¢] \?
2, N/
- L
=
=
® = ] ]
Segment : 51
Size Dc Ds Dw
2% 0.5x 90" X 3.5 CY0.5Q ¥ 4170%
g 0.6 X 90" X 3.5 CY0.6Q 0.6 35 35 0.6 2 1 ¥ 3780 "
@E £ 0.8 X 90° X 3.5 cY0.8Q 0.8 35 35 0.8 25 1 ¥y 2870%
g8 1X90° X4 cY1.0Q 1 4 35 1 3 1 ¥ 2,350
- 12X90° X5 CcY1.2Q 1.2 5 40 1.2 35 1 ¥ 2140
= 15X 90° X5 CY1.5Q 1.5 5 40 1.5 4 1 ¥ 1,840
(-5
i 2X90° X6 cY2.0Q 2 6 45 2 5 1 ¥ 2,050
25%X90° X 7.7 CY25Q 25 77 50 25 6.5 1 ¥ 2510
3X90° X77 cvY3.0Q 3 7.7 55 3 6.5 1 ¥ 2510
== 4 %X 90° X 10 cY4.0Q 4 10 65 45 85 1 ¥ 5,000
@g £ 5%X90° X 11 CY5.0Q 5 1 78 55 9 1 ¥ 5390
= 6 X90° X 16 CY6.0Q-16 6 16 90 6.5 135 1 ¥ 13,000 *
= .
= 6X90° xX18 CY6.0Q 6 18 90 6.5 15 1 ¥ 18,300 *
= +Machining conditions are calculated based on the workpiece end-face hole size Dw.

- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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Center Dirills / Centering Tools

CD-Q LH

Specification

vss| '

Cutting Speed depending on Materials

Drill
dia.

Shank
dia.

Overall
length

Drill
length

Workpiece enc-face
Hole size

Dc

Ds

L

Dw

— ——

Low Helix Center Drills - Type A 90°, Left Hand Cut

Medium carbon steels H|ghcarbonsteels Alloy steels Cast steels Cast irons Ductile cast irons
{EResRsA R AR aEf b
15-30415~-30] 15~ 30 10-258 1530 Ji [0 RN [ R0
(m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
TYPE: 1
A b
Do = _ />:r\
2, \/? ,

Segment : 51

Size Dc Ds Dw

3,060 *

1X90" X4 CY1.0Q-L

1.2%X90° X5 CY1.2Q-L 1.2 5 40
1.5X90° X5 CY1.5Q-L 15 5 40
2X90° X6 CY2.0Q-L 2 6 45
25x90° X 7.7 CY25Q-L 25 77 50
25X 90" X 8 CY2.5Q8L 25 8 50
3X90°X7.7 CY3.0Q-L 3 77 55
3X90° X8 CY3.0Q8L 3 8 55
4 %90 X10 CY4.0Q-L 4 10 65
5X90° X 12 CY5.0Q12L 5 12 78
6 X90° X 18 CY6.0Q-L 6 18 20

+Machining conditions are calculated based on the workpiece end-face hole size Dw.

1.2
15
2
25
2.5
3
3
45
5.5
6.5

3.5
4
5

6.5

6.5

6.5

6.5

8.5

10

15

¥
¥
¥
¥
¥
1 ¥
¥
¥
¥
¥
¥

«For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

% = Specified Distribution Items. Made to order products. m

HLow helix left hand center drills - Type A center
drill for machining 90° center hole. Suitable for
relatively hard materials.

2,790 *
2,400 *
2,670 *
3,270 *
3,490 *
3,270 *
3,490 *
6,500 *
8,680 *

23,900 *

Think threads with

YAMAWA
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(for through hole)

ugh hole)
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Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
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(u%%e Taps

Roll Taps

©

S

Special Thread Taps
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Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

High Helix Center Drills-Type A 90°, Coated

(1) Center Drills / Centering Tools

(for blind hole)

Specification

W High helix center drills - Type A center drill for
Coating machining 90°center hole. Coated to improve
wear resistance and anti-welding.

(for through hole)

Cutting Speed depending on Materials

Stainless steels

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Wrought aluminum [l Aluminum alloy castings

a AFVLAMH 7 IV = R FIL=EEHY
=
=
@ £
TYPE: 1 ]
.
o =
= = Ds
®)E = 4
(&) —g DC —
L
2 e
” L
=
=
® = ) )
Segment : 51
Size Dc Ds Dw
2% 1X90° %4 VCY1.0Z ¥ 4240
g 1.5X90" X5 VCY1.5Z 15 5 40 15 4 1 ¥ 3830
@E £ 2%x90° X6 VCY2.02 2 6 45 2 5 1 ¥ 4,030
8 E 25%90° X 7.7 vCY2.5Z 25 77 50 25 65 1 ¥ 4710
- 3X90°X7.7 VCY3.0Z 3 77 55 3 6.5 1 ¥ 4,710
= 4 %X90° X 10 VCY4.02 4 10 65 45 85 1 ¥ 7570
(-5
= 5% 90° X 11 VCY5.0Z 5 1 78 55 9 1 ¥ 8190
6 X 90° X 18 VCY6.0Z 6 18 90 6.5 15 1 ¥ 23,600
. . *Machining conditions are calculated based on the workpiece end-face hole size Dw.
= = -For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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Center Dirills / Centering Tools

CD-Q

Specification

s

Medium carbon steels

(m/min) (m/min)

Segment : 51

Size Dc Ds Dw

4,240 *

1X90° x4 VCY1.0Q

1.5%X90" X5 VCY1.5Q 1.5
2X90°%X6 VCY2.0Q 2
25x90° X 7.7 VCY2.5Q 25
3xX90" %77 VCY3.0Q 3
4 %90 X10 VCY4.0Q 4
5x90° x 11 VCY5.0Q 5
6 xX90° X 18 VCY6.0Q 6

Vv

Cutting Speed depending on Materials

Drill
dia.

Shank
dia.

Overall
length

Drill
length

Workpiece enc-face
Hole size

Dc

Ds

Dw

Low Helix Center Drills-Type A 90°, Coated

HLow helix center drills - Type A center drill for
machining 90°center hole. Coated to improve
wear resistance and anti-welding.

High carbon steels Alloy steels Cast steels Cast irons Ductile cast irons
o] &8 B
10~20 |10-25
(m/min) (m/min)
TYPE: 1
ANE))
D:] -
2, \/? ,

5 40

6 45
7.7 50
77 55
10 65
1 78
18 90

15
2
2'5

45
5.5
6.5

* Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

% = Specified Distribution Items. Made to order products. m

6.5
6.5
8.5

15

¥
¥
¥
¥
1 ¥
¥
¥
¥

3,830 *
4,030 *
4,710 *
4,710 *
7,570 *
8,190 *

23,600 *

Think threads with

YAMAWA

)

—
7]

(for blind hole)
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ugh hole)
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Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
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(u%%e Taps

Roll Taps
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Special Thread Taps
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Pipe Taps
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Thread Mills

Premium Thread Mills

Dies
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Center Drills

Centering Tools




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

C-CD-Q a—— o

Low Helix Carbide Center Drills-Type A 90°

(1) Center Drills / Centering Tools

(for blind hole)

Specification

HLow helix center drills - Type A center drill for
machining 90°center hole. Suitable for hard
materials and mass production.

(for through hole)

Cutting Speed depending on Materials

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

High carbon steels Alloy steels Thermal refined steels [ Thermal refined steels Cast irons Brass castings il Aluminum alloy castings
9 1 i g HEHY 7SR
- 30-6030-60
@ :E (m/min) (m/min)
25~35HRC 35~45HRC
T TYPE: 1 7
S A
= D
®3% AN ———
o =2 D — _
3 C
2\
= L
=
=
® = i i
Segment : 52
Size Dc Ds Dw
2% 1X90° x4 cct1.0Q ¥ 15900 *
g 1.5X90° X5 cc1.5Q 1.5 5 40 1.5 4 1 ¥ 20,100 *
@E £ 2X90° X6 cc2.0Q 2 6 45 2 5 1 ¥ 24500 *
8 E 25X 90° X 7.7 cc25a 25 77 50 25 6.5 1 ¥ 31,500
- 25%X90° X8 CC2.5Q-8 25 8 50 25 6.5 1 ¥ 32,700 *
= 3%X90°X7.7 cc3.0Q 3 77 55 3 6.5 1 ¥ 31,500 %
(-5
£ 3%x90° X8 €C3.00-8 3 8 55 3 6.5 1 ¥ 32,700
4 %X90° X 10 cc4.0Q 4 10 65 45 8.5 1 ¥ 49,700 *
590" X 11 CC5.0Q 5 11 78 55 9 1 ¥ 53,400 *
== 5%X90° X 12 CC5.0Q-12 5 12 78 55 10 1 ¥ 53,700 *
@g B 6xX90° X 18 CC6.0Q 6 18 20 6.5 15 1 ¥135,000 ¥
=
§ +Machining conditions are calculated based on the workpiece end-face hole size Dw.
= *For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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Center Dirills / Centering Tools

(B

Segment : 51

Size Dc Ds Dw

1X90° X4 CL1.0z
1%X90° X4 CM1.0Z
1.5%X90° X5 CL1.5Z
15X 90" X5 CM1.5Z
2%X90° X6 cL2.0z
2X90°X6 CM2.0Z
25%X90° %X 8 CL2.5Z
25x90° %X 8 CM2.5Z
3xX90°x8 CL3.0Z
3X90°x8 CM3.0Z
4 %90 xX10 CL4.0Z
4 %90 X10 CM4.0z
5% 90" X 12 CL5.0Z
5% 90" X 12 CM5.0Z

Specification

(m/min)

(m/min)

15
15

o a & b WO W

CE-QL

Long Shank High Helix Center Drills-Type A 90°

(m/min)

© 0 0 0o o o ua ua »

- a4
N ©O O

12

Cutting Speed depending on Materials

Stainless steels
AFVLAMH

(m/min)

Dc

150
100
150
100
150
100
150
100
150
100
150
100
150

AW —

Drill
dia.

Shank
dia.

Overall
length

Drill
length

Workpiece enc-face
Hole size

Dc

Ds

L

Dw

HLong shank high helix center drills - Type
A center drill for machining 90° center hole.
Suitable for soft or relatively tough materials.

TYPE: 1

Brass castings

(m/min)

Wrought aluminum

7 V= EEH

(m/min)

Ds

Aluminum alloy castings
ZIL=EBRHY

15~30

(m/min)

15
15

25
2.5

4.5
4.5
5.5
5.5

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

% = Specified Distribution Items. Made to order products. m

a a & B W W

K K K K K K K K K K K K K «

9,420
14,300 *
7,040
11,600
7,900
12,000
9,420
14,300
9,420
14,300
10,600
15,600
13,600
20,800

Think threads with
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Roll Taps
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Pipe Taps
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Thread Mills

Premium Thread Mills
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Center Drills

Centering Tools




(1) Center Drills / Centering Tools

(for blind hole)

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole) (for through hole)

Hand Taps

®

Cemented
Carbide Taps

@

Roll Taps

©

Special Thread Taps
Simple Inspection Tools

Pipe Taps

©@

Thread Mills

Premium Thread Mills

©

Dies

©

v n
= 9
= o
a -
- )
- —
S
s 2
=
L5
L=

Segment : 51

Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CE-QLV —

Long Shank High Helix Center Drills-Type A 90°, Coated

Specification
HLong shank high helix center drills - Type
Coating A center drill for machining 90° center hole.
Coated to improve wear resistance and anti-

welding.

Cutting Speed depending on Materials

Stainless steels
i35 5] P EIVF T |

Brass castings
HIRHY

Wrought aluminum [l Aluminum alloy castings
7 IV = SR ZIL=EBRHY

25-50

(m/min)

20~40§20-40

(m/min) (m/min)

(m/min) (m/min) (m/min) (m/min)

TYPE: 1
Ds
D¢ ] - ?

Size Dc Ds Dw

1X90° %4
1%X90° X4
1.5%X90° X5
1.5X90° X5
2%X90° X6
2X90°X6
25%X90° %X 8
25%X90° X 8
3xX90°x8
3X90°x8
4%x90° xX10
4x90°X10
5% 90" X 12
5X 90" X 12

VCL1.0Z 3 ¥ 12,800
VCM1.0Z2 1 4 150 1 3 1 ¥ 20,700 *
VCL1.5Z 15 5 100 15 4 1 ¥ 10,300
VCM1.5Z 15 5 150 15 4 1 ¥ 17,100 *
VCL2.0Z 6 100 5 1 ¥ 10,800
VCM2.0Z2 6 150 5 1 ¥ 17,400
VCL2.5Z 2.5 8 100 2.5 6.5 1 ¥ 12,600
VCM2.5Z 25 8 150 2.5 6.5 1 ¥ 20,000
VCL3.0Z 3 8 100 3 6.5 1 ¥ 12,600
VCM3.0Z 3 8 150 3 6.5 1 ¥ 20,000
VCL4.0Z 4 10 100 4.5 8.5 1 ¥ 16,000
VCM4.0Z 4 10 150 4.5 8.5 1 ¥ 23,600
VCL5.0Z 5 12 100 55 10 1 ¥ 19,600
VCM5.0Z 5 12 150 5.5 10 1 ¥ 28,800

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

m Think threads with
I AMAWA % = Specified Distribution Items. Made to order products.



Center Dirills / Centering Tools

Segment : 52

Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

C-CD-QL

Long Shank Low Helix Carbide Center Drills-Type A 90°

Specification

M The C-CD-QL is a carbide long shank low helix
center hole drill suitable for hard materials
and mass production of center with 90° center
holes.

Cutting Speed depending on Materials

H|gh carbon steels Alloy steels Thermal reﬁned steels Therrnal reﬁned steels Cast |rons Brass castings [l Aluminum alloy castings
P SERHEY

a2l

(m/min) (m/min) (m/min) (m/min) (m/min)
25~35HRC 35~45HRC
~TYPE: 1 n

TR

Size Dc Ds Dw

1X90° %4
1.5X90° X5
2X90°%X6
2X90° X6
25%x90"%x 8
25X 90" X 8
3xX90°x8
3%X90°%x8
4x90°%x10
4xX90°xX10
5%X90° X 12
5% 90" X 12

cCL1.0Q 3 ¥ 21,300 *
CCL1.5Q 1.5 5 100 1.5 4 1 ¥ 24,500 *

cCL2.0Q 2 6 100 2 5 1 ¥ 27,700 *
CCM2.0Q 2 6 150 2 5 1 ¥ 33500 *
ccL2.5Q 2.5 8 100 2.5 6.5 1 ¥ 36,700 *
cCcM2.5Q 25 8 150 25 6.5 1 ¥ 44,400 *
CCL3.0Q 3 8 100 3 6.5 1 ¥ 36,700 *
CCM3.0Q 3 8 150 3 6.5 1 ¥ 44,400 *
CCL4.0Q 4 10 100 45 8.5 1 ¥ 46,200 *
CCM4.0Q 4 10 150 45 8.5 1 ¥ 56,000 *
CCL5.0Q 5 12 100 5.5 10 1 ¥ 56,400 *
CCM5.0Q 5 12 150 55 10 1 ¥ 67,300 *

* Machining conditions are calculated based on the workpiece end-face hole size Dw.
«For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

m Think threads with
% = Specified Distribution Items. Made to order products. YAMAWA
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@ Center Dirills / Centering Tools 2 [ [ e | B

Dc | Ds | D1 L 2 | Dw

CESB - —.— oy

High Helix Center Drills-JIS Type B 60°

(for blind hole)

Specification
W High helix center drills - JIS Type B suitable for
soft or relatively tough materials.

(for through hole)

Cutting Speed depending on Materials

Stainless steels

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Brass castings [l Wrought aluminum [ Aluminum alloy castings

= {EBeRN AFVUZRH HiREY 7 IV = R FIL=EEHY
S 25-5020-40]20-40
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
T TYPE: 1 7
.
o =
£
®3%
“ s D5 <
L
Y g
=
=
® = - -
Segment : 51
Size Dc Ds D Dw
g% 0.5 X 60° X 3.15 CEB0.5 3.15 1.06 315 ¥ 3780
g 0.63 X 60° X 3.15  CEB0.63 0.63 315 1.32 31.5 1 2 1 ¥ 3,390
@E £ 0.8 X 60" X 3.15 CEB0.8 0.8 3.15 1.7 315 1.2 25 1 ¥ 2,900
g8 1X60° X4 CEB1.0 1 4 212 355 15 315 1 ¥ 2,470
- 125X 60° X5 CEB1.25 1.25 5 2.65 40 1.9 4 1 ¥ 2,320
= 1.6 X 60° X 6.3 CEB1.6 16 6.3 3.35 45 24 5 1 ¥ 2940
(-5
£ 2X60° X8 CEB2.0 2 8 425 50 3 6.3 1 ¥ 2,940
25X 60° X 10 CEB25 2.5 10 5.3 56 338 8 1 ¥ 4270
315X 60° X 11.2 CEB3.15 3.15 11.2 6.7 60 48 10 1 ¥ 6,320
== 4 %X 60° X14 CEB4.0 4 14 85 67 6 125 1 ¥ 8,180
@g B 5% 60" %18 CEBS5.0 5 18 10.6 75 75 16 1 ¥ 17,000
£ 6.3 X 60° X 20 CEB6.3 6.3 20 13.2 80 9.2 18 1 ¥ 22,900
=
= 8 X 60° X 25 CEBS8.0 8 25 17 100 115 224 1 ¥ 33,700
8 10 X 60° X 31.5 CEB010 10 315 212 125 142 28 1 ¥ 61,900
(=]

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

©

v n
= 9
= o
a -
- )
- —
S
s 2
=
L5
L=

JIS Think threads with
vz P YAMAWA



Drill Shank Maximum Overall Drill Workpiece end-face
dia. dia. dia. length length Hole size

Dc | Ds | D1 L 2 | Dw

CE-S(lI) e

High Helix Center Drills-Type B 60°, (Old JIS Type 2)

Center Dirills / Centering Tools

Specification
W High helix center drills - old JIS Type 2 suitable
for soft or relatively tough materials.

Cutting Speed depending on Materials

Stainless steels
AFVLAMH

Wrought aluminum [l Aluminum alloy castings

7 V= EEH FISERHY

20~40§20-40

(m/min) (m/min)

T TYPE: 1 7
D= <
g 1
Segment : 51
Size Dc Ds D Dw
1X60° X6 CE21.0 ¥ 3,770
15X 60° X8 CE21.5 15 8 4 50 2 6 1 ¥ 3,570
2X 60 X10 CE22.0 2 10 5 55 3 8 1 ¥ 5190
25X 60 X 12 CE22.5 25 12 6.5 60 35 10 1 ¥ 7,500
3X60 x14 CE23.0 3 14 8 65 4 12 1 ¥ 9810
4 X60° X18 CE24.0 4 18 10 76 5 14 1 ¥ 20,500
5 X 60° X 22 CE25.0 5 22 12 88 6.5 17 1 ¥ 28,300
6 X 60° X 25 CE26.0 6 25 15 100 8 21 1 ¥ 40,600

* Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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©

S

Special Thread Taps

Simple |

Pipe Taps
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Drill Shank Maximum Overall Drill Workpiece end-face
dia. dia. dia. length length Hole size

Dc | Ds | D1 L 2 | Dw

(1) Center Drills / Centering Tools

CD-S(II) e

Low Helix Center Drills-Type B 60°, (Old JIS Type 2)

(for blind hole)

Specification
HMThe CD-S(Il) is an old JIS type 2 center hole
drill suitable for relatively hard materials.

(for through hole)

Cutting Speed depending on Materials

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Medium carbon steels il High carbon steels Alloy steels Cast steels Cast irons Ductile cast irons
@ (RN LPe ] AR =S ] HHBRE
- 15~30§15~30415~ 30 (Evas kel 110~15| 10-20
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
T TYPE: 1 ]
= a
-—_—0 o
1 D A
@ = \ v
@ = _‘3 Dc —4 Z %— D1
L
4 Y
=
=
® = ] ]
Segment : 51
Size Dc Ds D Dw
2% 1X60° X6 c21.0 ¥ 3770
g 15X 60° X 8 c21.5 1.5 8 4 50 2 6 1 ¥ 3570
@E £ 2X%X60 %X10 c220 2 10 5 55 3 8 1 ¥ 5190
8 E 25X 60° X 12 c225 25 12 65 60 35 10 1 ¥ 7,500
. 3X60° %14 C23.0 3 14 8 65 4 12 1 ¥ 9810
= 4 X60°X18 C24.0 4 18 10 76 5 14 1 ¥ 20,500
(-5
£ 5 X 60° X 22 €25.0 5 22 12 88 6.5 17 1 ¥ 28,300
6 X 60° X 25 C26.0 6 25 15 100 8 21 1 ¥ 40,600
. . *Machining conditions are calculated based on the workpiece end-face hole size Dw.
= = -For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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Drill
dia.

Shank
dia.

Maximum
dia.

Overall
length

Drill
length

Larger cut
length

Workpiece end-ace
Hole size

Center Dirills / Centering Tools

Dc

Ds

Dc2

D1

L

22

Dw

CESC

Specification

Cutting Speed depending on Materials

Stainless steels
P EIVF T |

W High helix center drills - JIS Type C suitable for

——— o

High Helix Center Drills-JIS Type C 60°

soft or relatively tough materials.

Brass castings
HIRHY

25-50

(m/min)

Wrought aluminum
7 IV = SR

20~40

(m/min)

Ds

Aluminum alloy castings
ZIL=EBRHY

20-40

(m/min)

TYPE: 1 7 _TYPE:ZE
Eq [
D2|Dh|D¢] ~ \5 — Ds :H
/ g Dz Di|pg =]
AR L
Segment : 51

Size Dc Ds Dc2 D Dw

0.5 X 60° X 3.15 CECO0.5 3.15 1.06
0.63 X 60° X 3.15  CEC0.63 063 315 2 1.32
0.8 X 60° X 3.15 CECO0.8 0.8 3.15 25 17
1X60° X 3.15 CEC1.0 1 3.15 3.15 212
1.25 X 60° X 4 CEC1.25 1.25 4 4 2.65
1.6 X60° X5 CEC1.6 1.6 5 5 3.35
2X60° X 6.3 CEC2.0 2 6.3 6.3 4.25
25X 60" X8 CEC25 25 8 8 5.3
3.15%x 60° X 10 CEC3.15 3.15 10 10 6.7
4 %X 60" X125 CEC4.0 4 125 125 85
5X60° X 16 CEC5.0 5 16 16 10.6
6.3 X60° X 18 CEC6.3 6.3 18 18 13.2
8 X 60" X 22.4 CECB8.0 8 24 224 17
10 X 60° X 28 CECO010 10 28 28 21.2

+Machining conditions are calculated based on the workpiece end-face hole size Dw.

31.5
31.5
31.5
31.5
35.5
40

112

1
1.2
15
1.9
24

3.8
4.8

7.5
9.2
1.5
14.2

0.8
1
1.2
15
1.8
22

3.5
4.2
5.5
5.5
55
7

2
25
3.15

6.3

10
125
16
18
224
28

N D DD NN NN DN DNDDN

¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥

- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

120° £3°

5,280
4,750
4,080
4,080
3,820
3,240
3,360
3,820
5,550
7,020
12,500
23,000
34,400
79,200
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Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CEIR - —

High Helix Center Drills-JIS Type R

(1) Center Drills / Centering Tools

(for blind hole)

Specification
HlThe CEIR is a high helix JIS type R center hole
drill.

(for through hole)

Cutting Speed depending on Materials

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Stainless steels Brass castings [l Wrought aluminum [ Aluminum alloy castings
a 27V LAS e RIS 7 ISR FILSERHEY
- 25~50§20-40520-40
@ S (m/min) (m/min) (m/min)
x=
.
o =
= =
£ S
®ezE
=
L
3
=
® = ‘ i
Segment : 51
Size Dc Ds Rmax Rmin Dw
2% 1XRX3.15 CE1.0RI 3.15 315 3.15 212 ¥ 1,750
g 1.25 X R X 3.15 CE1.25RI 1.25 3.15 31.5 3.35 4 3.15 2.65 1 ¥ 1,610
@E z 16 XR X4 CE1.6RI 1.6 4 35.5 4.25 5 4 3.35 1 ¥ 1,550
8 E 2XRX5 CE2.0RI 2 5 40 5.3 6.3 5 4.25 1 ¥ 1,290
- 25X R X 6.3 CE2.5RI 25 6.3 45 6.7 8 6.3 53 1 ¥ 1,400
= 315X R X8 CE3.15RI 3.15 8 50 8.5 10 8 6.7 1 ¥ 1,870
(-5
= 4 XRX10 CE4.0RI 4 10 56 10.6 125 10 8.5 1 ¥ 3410
EXRx125 CE5.0RI 5 125 63 13.2 16 12,5 10.6 1 ¥ 4,570
6.3 XR X 16 CE6.3RI 6.3 16 7 17 20 16 13.2 1 ¥ 8810
== 8 X R X 20 CE8.0RI 8 20 80 21.2 25 20 17 1 ¥ 18,000
@g g 10 X R X 25 CEO10RI 10 25 100 26.5 315 25 21.2 1 ¥ 31,400
=
§ +Machining conditions are calculated based on the workpiece end-face hole size Dw.
= «For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
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Center Dirills / Centering Tools

CD-R

Low Helix Center Drills-Type R

{EReRE

(m/min)

Segment : 51

Size Dc Ds Rmax Dw

07X R X35 CY0.7R
0.8 X R X 3.5 CY0.8R
1XRX4 CY1.0R
15XRX5 CY1.5R
2XRX6 CY2.0R
25XRX77 CY25R
3XRX77 CY3.0R
4XRX10 CY4.0R
5XRX11 CY5.0R
6 XR X 16 CY6.0R-16
6 XRX18 CY6.0R

Specification

Medium carbon steels
Ll ]

15-30]15-30]15-30]10-25

(m/min)

(m/min)

0.8
1
15
2
25

3
4
5
6
6

High carbon steels
(e

3.5
4
5
6

7.7

7.7

10

1
16
18

35
35
40
45
50
55
65

Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size
Dc | Ds | L 2 | Dw

HWThe CD-R is a high helix type R center hole

drill.

Cutting Speed depending on Materials
Alloy steels

a2

(m/min)

TYPE: 1

De

Cast steels

15~30

(m/min)

2.6
3.25
4.6
5.75
7.3
8.3
10.6
124
16.9
17.8

Cast irons Ductile cast irons
i3
10-15| 10-20
(m/min) (m/min)
Ds %
L

25

3.15

5
6.3
8
10

125

16
20
20

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
*For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

% = Specified Distribution Items. Made to order products. m

25

6.5
6.5
8.5

135
15

- 4 4 4 4O a4 4O a4 a4 a4

¥
¥
¥
¥
¥
¥
¥
¥
¥
¥
¥

3,900 *
3,330 *
2,930 *
2,300
2,570
3,330
4,350
7,050
8,960 *
13,600 *
19,100 *

Think threads with

YAMAWA

)

=

(for blind hole)

©

(for through hole)

ugh hole)

S

wv
o
=
—_
=
=
=
=

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Cemented

(u%%e Taps

Roll Taps

©

Special Thread Taps

Simple |

Pipe Taps

Thread Mills

Premium Thread Mills

Dies

Center Drills
Centering Tools




Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

CE-T S

High Helix A Type 75° Center Hole Drill

(1) Center Drills / Centering Tools

(for blind hole)

Specification

HHigh helix center drills - Type A center drill for
machining 75° center hole. Suitable for soft or
relatively tough materials.

(for through hole)

Cutting Speed depending on Materials

Stainless steels

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Wrought aluminum [l Aluminum alloy castings

a AFVULAA 7 IV = EREH FZIW=S2HY
= 20~40§20-40
@ S (m/min) (m/min)
x=
T TYPE: 1 ]
.
o =
E = Ds
£ S E
®se= De - -
S
Y/ 0
L
=
K=
® * ) )
Segment : 51
Size Dc Ds Dw
2% 1X75 %4 CE1.0T ¥ 2450 %
g 15X 75 X5 CE15T 15 5 40 15 4 1 ¥ 1,930 "
@E ;g 2X75 X6 CE2.0T 2 6 45 2 5 1 ¥ 2130%
8 E 25X 75 X 7.7 CE25T 25 77 50 25 6.5 1 ¥ 2620%
- 3X75 X77 CE3.0T 3 77 55 3 6.5 1 ¥ 2620
= 4 X75 X10 CE4.0T 4 10 65 45 8.5 1 ¥ 5200 *
[-+]
£ 5% 75 %X 11 CE5.0T 5 11 78 55 9 1 ¥ 5620 %
6 X75 X18 CE6.0T 6 18 90 6.5 15 1 ¥ 19,000 *
8X 75 X18 CE8.0T 8 18 100 8.5 15 1 ¥ 21,800 *
== 10 X 75° X 18 CE010T 10 18 100 1 15 1 ¥ 21,800 *
@—E = +Machining conditions are calculated based on the workpiece end-face hole size Dw.
é - For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”
é’

©

v n
= 9
= o
a -
- )
- —
S
s 2
=
L5
L

m Think threads with
I AMAWA % = Specified Distribution Items. Made to order products.
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(1) Center Drills / Centering Tools

(for blind hole)

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole) (for through hole)

Hand Taps

®

Cemented
Carbide Taps

©

Roll Taps

©

Special Thread Taps
Simple Inspection Tools

Pipe Taps

©

Thread Mills

Premium Thread Mills

©

Dies

©

v n
= 9
= o
a -
- )
- —
S
s 2
=
L5
L=

Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size

Dc | Ds | L 2 | Dw

MHCDS i

Center Drills for Carbon Steels of Medium Hardness for
Running at High Speed

Specification

o

Cutting Speed depending on Materials

High carbon steels Thermal refined steels Tool steels Ductile cast irons
£ Eelzi]

(m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
25~35HRC

Product Features

@In order to improve positioning accuracy of projection and shank tolerance, MHCDS has the cutting edge only on one end.
@Considering clearance between center point and bottom of center hole, cutting edge length (£) is made as short as possible to increase toughness.
@To increase centrality, drill point has 3 rakes and X thinning design, which enables high speed cutting and feeding.

@Increased centrality leads to great improvement of surface finish and circularity of center-drilled hole.

Cutting Data

H H : <After drilling 480 holes>  <After drilling 480 holes>

Great extension of tool life with MHCDS e wear arling 480
Right pictures show difference of Cutting condition [ 3X60°x8 ] : J
the damage on cutting edge Work material S55C
between CD-S and MHCDS after Cutting speed | 30m/min (1,200min”)

. Feed 0.15mm/rev
480 hole cuttings under same Machine NG lathe
cutting condition (stated in right) Cutting Fluid Water soluble cutting fluid

MHCDS has smaller wear and
edge damage. This tells we can
continue to use MHCDS further.

CD-S MHCDS
Great improvement in surface roughness and circularity with MHCDS

Under the cutting condition stated above, the surface finish of center-drilled hole has greatly been improved.

Circularity of center drilled hole as well as run-out tolerance of turning axis has been improved.

90
) ) 135
um Surface roughness of center drilled 60°face
100
50 180 0
0
=50 |— } § t § H t } } { 3 } 4 4
i i i i i g i i i i i i i 100um
P 0.5 1.0 15 20 mm 270 s
%100

Enlarged picture
Circularity of center drilled 60°face

Recommended cutting condition
@Material : Carbon Steels(S55C) Alloy Steels(SCM440)

Designation DcX6XDs (an‘:;r‘:v) Revol(uﬁ;:lr!‘;speed
1X60°X4 01 3,800
1.5X60°X5 ) 2,400
2X60°X6 1,900
2.5X60°X8 0.15 1,500
3X60°X8 1,200
4X60°X10 1,000
5X60°X12 0.2 800
6X60°X16 600

P YAMAWA



Segment : 51

Slze Dc Ds Dw

1X 60 X 4 VMHCD1.0S
15X 60" X5 VMHCD1.5S
2 X 60° X6 VMHCD2.0S
25%X60°% 8 VMHCD2.5S
3X60°%x8 VMHCD3.0S
4 X 60" %10 VMHCD4.0S
5%X60° %12 VMHCD5.0S
6 X 60° X16 VMHCD6.0S

+Machining conditions are calculated based on the workpiece end-face hole size Dw.

15

o o b~ W

0 o o ua

10
12
16

30
30
40
40
45
55
65

TYPE: 1

De

Drill Shank Overall Drill Workpiece end-face
dia. dia. length length Hole size
Dc | Ds | L 2 | Dw
/‘\ Ds
N\
L

15
1.9
24
2.8
3.8
4.6
5.5

6.5
6.5
8.5
10
13.5

¥
¥
¥
¥
¥
¥
¥
¥

«For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

2,730
2,600
2,840
3,440
3,440
5,020
6,480
15,200

Think threads with

YAMAWA

Spiral Fluted Taps

Spiral Fluted Taps

Spiral Pointed Taps

Cemented

(ur(bulade Taps

Roll Taps

©

Special Thread Taps

Thread Mills

Premium Thread Mills

)

(for blind hole)

(for through hole) (for through hole)

Hand Taps

®

Pipe Taps

©

| I ©
| | |

Simple Inspection Tools

Dies

[%)
=
a
—
[
—
=
L5
=

=2
=)
=)
—
=
=
=
>
=
=
>
o

©




(for blind hole)

«
2.
=

=
-
2
O
=
=
=
v

Spiral Fluted Taps
(for through hole)

(for through hole)

Spiral Pointed Taps

AUCES

Coated Type A 60° High Helix Single End Center Hole Drill

N

Specification Cutting Speed depending on Materials

Low carbon steels Jf Medium carbon steels J§ Stainless steels
(BRI PR

ZAFYL AR

@ Center Drills / Centering Tools =] [ E]| ) b
Dc | Ds | L 4 | Dw

AUCDS

Coated Type A 60° Low Helix Single End Center Hole Drill

Specification Cutting Speed depending on Materials

Alloy steels
a2

Medium carbon steels l§ High carbon steels
hesRIR ARER

20-40|20-40]20-40]15-30

(m/min) (m/min)
25~35HRC

Thermal refined steels
E380

(m/min) (m/min)

- Coating Wgﬂﬁgg&lm Al}_u,n}igg% ﬁt,ia"?’ Coating Castﬁ s-l;eels Cas; ;ons nuctge&s;mns
E 741:7111110~40/10~40
-: (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
@ £
Product Features
—_— @To improve the tools precision and accuracy, YAMAWA adopted a single end design.
E é @Higher quality center holes can be achieved with the AUCES and AUCDS coated, single end design center hole drill.
@ g = @Because of the single end design, the tool length in the holder is constant and the tool projection is constant.
o 2
o Compared with a double end center hole drill, the accuracy of
g the drill part and shank accuracy are improved with a single end
= center hole drill.
o=

drill.

The position of the tool identification markings is made at the back
of the shank part to avoid holding at the marking position of the

o I |
For higher speeds | agle
and higher feeds | ==

The drill length (£) is shorter than the conventional double end

Special Thread Taps
Simple Inspection Tools

Pipe Taps

Thread Mills

Premium Thread Mills

Dies

Tools

=2
=
=]}
—
>
=
=
)
o

=
=
)
—
=
Ty
o

Conventional |
I

item

1
|
|
|
I
I

[ Double-ended type |

Smaller flexibility in the

The minimum

projected length portion  gripped portion

Cutting Data

product. Higher speed, higher feed machining is possible.

[ Single-ended type |

The extended shark gives more  The minimum

projected length fexibily.

gripped portion

Tool Type

Coated Double
Ended Center Hole
Drill CE-SV

Coated Single-End
Center Hole Drill
AUCES

Machining Conditions

Double End Center
hole drill CE-SV

Single End Center

Size

3X60°X8

Workpiece Material & Hardness

S50C (96 ~98HRB)

Workpiece

Material : S50C

Cutting Speed10m/min
Feed Rate: 0.05mm/rev

== =

Hole Drill AUCES

Cutting Speed

10m/min, 30m/min

Feed Per Rev.

0.05mm/rev, 0.12mm/rev

Large Diameter

¢6

Material S50C
Cutting Speed 30m/min
Feed Rate: :0.12mm/rev

\n

Machinery Type

Vertical machining center

Cutting Fluid

Water soluble cutting fluid (20 to 1 dilution)

Coated Single End

Coated Double End

Coated Single-End

Coated Double

Center Hole Drill AUCES  Center Hole Drill CE-SV

Tool Type Center Hole Dirill Ended Center Hole
AUCES Drill CE-SV

Size 1X60°x4

Workpiece Material S50C

Cutting Speed 30m/min

Feed Per Rev. 0.04mm/rev

Large Diameter ¢»3

P YAMAWA




Drill
dia.

Shank
dia.

Overall
length

Drill
length

Workpiece enc-face
Hole size

Dc

Ds

L

Dw

AUCES Coated Type A 60° High Helix Single End Center Hole Dirill

[ TYPE: 1

De

Segment : 51
Size

Dc DS Dw
_ TYPE | usRP

Dc X 6 X Ds
1X 60°% 4
1.5X 60°X 5
2X 60°% 6
2.5X 60°% 8
3X 60°% 8
4% 60°X 10
5X 60°X 12
6% 60°%X 16

YH61.00ZNEVD
YH61.50ZNEVE
YH62.00ZNEVF
YH62.50ZNEVI

YH63.00ZNEVI

YH64.00ZNEVJ
YH65.00ZNEVM
YH66.00ZNEVP

15

o o A~ W

5
6
8
8
10

12
16

[ TYPE:2

40
45
50
50
55
65
70

1.6
21

2.7
3.2
4.3
5.3
6.4

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
+ For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

AUCDS Coated Type A 60 °Low Helix Single End Center Hole Drill

[ TYPE: 1
N Ds
S =< M —
g o ,

Segment : 51
Size

Dc Ds Dw
_ TYPE | usRP

Dc X 6 X Ds
1X 60°% 4
1.5X 60°X 5
2X 60°X 6
2.5X 60°% 8
3% 60°% 8
4% 60°%X 10
5X 60°X 12
6% 60°%X 16

YL61.00ZNEVD
YL61.50ZNEVE
YL62.00ZNEVF
YL62.50ZNEVI

YL63.00ZNEVI

YL64.00ZNEVJ
YL65.00ZNEVM
YL66.00ZNEVP

15

o o A~ W

5
6
8
8
10

12
16

De|

[ TYPE:2

40
45
50
50
55
65
70

A

6.5
6.5
8.5
10
135

X K K K K K K «K

1.6
2.1
2.7
3.2
4.3
53
6.4

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

6.5
6.5
8.5
10
135

¥
¥
¥
¥
¥
¥
¥
¥

1,750
1,660
1,810
2,200
2,200
3,210
4,140
9,640

1,750
1,660
1,810
2,200
2,200
3,210
4,140
9,640

Think threads with

YAMAWA

Spiral Fluted Taps

Spiral Fluted Taps

Spiral Pointed Taps

Cemented

(u%%e Taps

Roll Taps

©

Thread Mills

Premium Thread Mills

)

(for blind hole)

©

(for through hole)

Hand Taps

®

Special Thread Taps

Pipe Taps

©

ugh hole)

©

S

(

Simp

Dies

Center Drills

Centering Tools

©




Drill Shank Overall Drill
dia. dia. length length

Dc | Ds L 21

(1) Center Drills / Centering Tools

AUPEQ AUPES

Coated Single End Point Drill PE-90° Coated Single End Point Drill PE-60°

R vAMAWA

(for blind hole)

«
2.
=

=
-
2
O
=
=
=
v

Spiral Fluted Taps
(for through hole)

(m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)

(for through hole)

Cast irons Cast |rons

Spiral Pointed Taps

Aluminum alloy castings
ZIL=EREY

Aluminum alloy castings
FIL=EREY

Coating

Thermal rellned steels f§ Stainless steels
Ei) AFVLAM

Coating

Thermal rellned steels | Stainless steels
Ei AFVULAM

5 13 17 13~20 40 111 84~120 13 17 13~20 40 50 84~120
—: (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
@ :E 25~35HRC 25~35HRC
Product Features
E— @An excellent surface finish can be obtained while maintaining cutting edge sharpness from the high helix flute design.
E § @Accuracy improvements are also achieved from the single end design.
.
@ g — @A design for higher rigidity enables high speed cutting.
~ = @The problem of cutting edge breakage when the center hole drill is in use has been solved by using the point drill.
= @Simultaneous combining the center positioning and chamfering is possible. It can also be used as a multi function tool like groove processing.
— @Higher precision machining can be achieved with the two stage point shape design.
§- @®With a single end center point drill, the degree of chip space widens, so the chips are discharged smoothly.
@ Zo Differences in projection length and degrees of freedom between single end and double end point drills
[ Double-ended type | Single-ended type
Smaller flexibility in the  The minimum The extended shank gives more  The minimum

projected length portion  gripped portion projected length flexbilty. gripped portion
| |

Simple Inspection Tools
]
)
]
[}
1]
]
'
[}
[}
]
’
I
o
=

Special Thread Taps

)
]
1
T
'
[] ]
[ N\ e e L b ’
a
=
2 HCutting data
.
Coated Single End | Coated Double End Point
sl e Point Drill AUPEQ | Drill Comparison Product
I Size 12X3.5%X90°
E E Workpiece Material SCM440(alloy steel)
@§ _g Surface Condition flat 15°incline surface
- E Cutting Speed 10m/min
8 Feed Per Rev. 0.05mm/rev
. Processing Length ¢ 8 flat surface
=]
= Cutting Fluid Water soluble cutting fluid (x20)
Machinery Type Vertical machining center

[eawEa | . [ S N
A Conventional ; : P ; ; A Conventiona
Puiict - = Fo-06 - Profuct

« AUPEQ

wv
=
=)
—
=
=
=
)
—
=
Ty
o

Y(mm) &
Yoom) 4

AUPEQ / AUPES improves positioning accuracy dramatically.
High precision positioning is possible as shown in the above figure.

JIS Think threads with
v P YAMAWA




AUPEQ

TYPE: 1

125°

Segment : 56
Size

Coated Single End Point Drill PE-90°

T TYPE:2
41
&0

Drill
dia.

Shank
dia.

Overall
length

Drill
length

Dc

Ds

L

21

Dc Ds ﬂ

Ds X Dc X 6
3%0.5%90°
4X1X90°
6X2X90°
8%2.5X90°
10X3%90°
12%3.5%90°
16X%4x90°
20x5x90°

PZ93.00ZNETZ
PZ94.00ZNETZ
PZ96.00ZNETZ
PZ98.00ZNETZ
PZ910.0ZNETZ
PZ912.0ZNETZ
PZ916.0ZNETZ
PZ920.0ZNETZ

25

3.5

10
12
16
20

AUPES Coated Single End Point Drill PE-60°

TYPE: 1

125°

Segment : 56
Size

35
45
50
55
65
70
80

T TYPE:2

125
L

TN

0.13
0.26
0.52
0.65
0.78
0.91
1.04
1.30

¥
¥
¥
¥
¥
¥
¥
¥

3,390
3,060
3,410
4,180
5410
6,950
10,400
15,900

Dc Ds B

Ds X Dc X 6
3%0.5%60°
4%x1X60°
6X2X60°
8%2.5%60°
10X3%60°
12%3.5%60°
16X4X60°
20x5x60°

PZ63.00ZNETZ
PZ64.00ZNETZ
PZ66.00ZNETZ
PZ68.00ZNETZ
PZ610.0ZNETZ
PZ612.0ZNETZ
PZ616.0ZNETZ
PZ620.0ZNETZ

25

3.5

10
12
16
20

35
45
50
55
65
70
80

0.13
0.26
0.52
0.65
0.78
0.91
1.04
1.30

¥
¥
¥
¥
¥
¥
¥
¥

3,390
3,060
3,410
4,180
5410
6,950
10,400
15,900

Think threads with

YAMAWA

)

(for blind hole)

©

Spiral Fluted Taps

(for through hole)

Spiral Fluted Taps

ugh hole)

©

(fo

Spiral Pointed Taps

Hand Taps

®

Cemented

(u%%e Taps

Roll Taps

©

Special Thread Taps
Simp i

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




(1) Center Drills / Centering Tools

SHANK EXTENSION ===

Shank Extension

©

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole) (for blind hole)

Specification

Alloy
steel

(for through hole)

a
=
=
@ £
Product Features
E é‘ @The shank extension can provide a long overall length (LF) of 150 mm when used with a coated single end center drill (AUCES/
@ § = AUCDS) or coated single end point drill (AUPEQ/AUPES).
~ S @The shank diameter Ds is 16 mm or 20 mm, so it can be held by a general holder.
L
T TYPE: 1 7
=
= Ds
@ = E EE——— l
e el -—3- 14—
4s
LH ) T
53 LF
@DEE
E.‘_E Area:5A
Size Ds LF LH ﬁs Shape Manufacturers
‘s 6 X 16 X 150 SE0616M ¥ 14,500
= 8X%X16 X150 SE0816M 8 16 125 150 25 100 1 ¥ 14,500
10X 20 X 150 SE1020M 10 20 123 150 27 95 1 ¥ 16,200 ~
e Note:
= _Eg +Insert the center hole drill or the point drill all the way into the shank extension, alternately tighten the two set screws so to
@_E _g develop a balanced fastening. Secure the tool tight in the holder. Also, note that tightening only one set screw will cause run-out.
=
£
2

©

v n
= o
= o
a—
- )
- —
2 .2
= ‘=
@ D

2
o =
@
o

m Think threads with
YAMAWA [TJ=In stock at manufacturer.
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Point Shank Overall Point
dia. dia. length length

Dc | Ds L 21

(1) Center Drills / Centering Tools

POINT DRILLS

(for blind hole)

Product Features

@The improved design enables better rigidity for high speed cutting.
@A stronger helical flute design helps improve surface roughness
while maintaining good cutting edge sharpness.

. —— 4

The drill point angle is 125°,
The chamfer angle is
available as a 90°or 60°.
Simultaneous centering and
chamfering with one tool!
Chamfering and groove
processing are also possible!

(for through hole)

v
=
=]
—
=]
2
>
[
[=]
==
(72}
“©w —
o @
= o
—_ =
- =
S =
2 S
> 2
@n.._-E
S S
==
=
(72}
«
=
=
=
-
>
=
=)
a-
=
=
=y

@ Unlike a normal center hole drill, a point drill has no cutting edge part, so problems with breakage of the drill portion are

§ eliminated.
@ E @Simultaneous combining the positioning and chamfering are possible. It can also be used as a multi-function tool for
x=
groove machining.
@High precision machining can be achieved with the two stage point shape.
= = Usage example
=2
£ -3 . . N . N . h
@3 = Centering and Chamfering Chamfering Groove Machining
S
£
® =

Drill and tap processing

4 N\
Point Drill

Simple Inspection Tools

Special Thread Taps

Drilling Tapping

Centering/
Chamfering

Pipe Taps

@

machining at
the same 7
time

Thread Mills

Premium Thread Mills

©

Comparison of the number of holes
processed in various workpiece materials.

Dies

Centering continuous processing data

Workpiece | Cutting Chamfer Hole| Cutting Used " . 1120 holes
e Material Speed Feed Rate | ™ 1o meter Depth Machine (T I Roint{drill
SCM440 ca?u??her
25m/min | 0.15mm/rev 1 1115 holes
(Alloy steel) Machining |Water - 1200 S I

PE-Q $50C ] Center soluble oil SCM440 "~
=22 12x35X90° | (Carbonsteel)| 2om/Min | 02nn/rev | ¢8.0 30| Vertical | (20-fold 1000 | .
= S s _—
= SUS304 type dilution) 8 S50C
S o (Staness tel) 15m/min | 0.1mm/rev S 800 /_
2 .E w /— | W suszoa —
S 2 3 600

L4
e
400 /_
166 holes
=T 3
- -
0
SCM440 S50C SUS304

JIS Think threads with
e DX YAMAWA



Center Dirills / Centering Tools

PE-Q

Segment : 56

Size
Ds X Dc X 6

Point Drills 90°

Specification

Cutting Speed depending on Materials

Low carbon steels
i35

30-40

(m/min)

Medium carbon steels

25-35

(m/min)

High carbon steels

(m/min)

e, | o |

3x0.5x90°
4%x1x90°

6x2x90°

8% 2.5X%X90°
10X 3% 90°
12 X 3.5 X 90°
16 X4 % 90°
20 X 5 X% 90°

PE3.0Q
PE4.0Q
PE6.0Q
PE8.0Q
PEO10Q
PE012Q
PEO16Q
PE020Q

z
mm) (mm) (mm)
0.5 3 40

1
2
25
3
3.5
4
5

4
6
8

10

12

16

20

Alloy steels
a0

(m/min)

ot

4
ol

HPE-Q is the point drill enabling positioning (125°
edge angle) and chamfering (90°) simultaneously.
High cutting accuracy is available owing to a

Point
dia.

Shank
dia.

Overall
length

Point
length

Dc

Ds

L

21

good cutting-start due to 2 step flat design.

Stainless steels

AFVUZRH

(m/min)

TYPE: 1

g

Cast irons

(m/min)

Aluminum alloy castings
ZI=EBREY

(m/min)

o
125°

45
55
65
75
85
90
100

/)

0.13
0.26
0.52
0.65
0.78
0.91
1.04
1.30

- a4 a4 4O 4O a a4

¥
¥
¥
¥
¥
¥
¥
¥

3,370
2,740
2,600
3,120
4,660
6,130
10,500
15,700

Think threads with

YAMAWA

)

=

(for blind hole)

©

(for through hole)

ugh hole)

S

wv
o
=
—_
=
=
=
=

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Cemented

(u%%e Taps

Roll Taps

©

S

Special Thread Taps

Simple |

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




(1) Center Drills / Centering Tools e

Dc | Ds L 21

PE-QV S=—_

Point Drills 90°, Coated

(for blind hole)

Specification

s

Cutting Speed depending on Materials

HMPE-Q V is the coated point drill enabling
positioning (125° edge angle) and chamfering (90°)
simultaneously. High cutting accuracy is available
owing to a good cutting-start due to 2 step flat
design. Optimum coating suitable for the cutting
condition.

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole) (for through hole)

Low carbon steels Jll Medium carbon steels Jll High carbon steels Alloy steels Thermal refined steels Bl Stainless steels Cast irons

= e 5] iR 1o 5] S=2H Z2FYULAM
= 40-50430-45030-46§25-35110-207 15~ 20 jrA2-11)
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
25~35HRC
Aluminum alloy castings
ZIL=E2HY _ TYPE: 1 ]
Iz 85-120 .
E - (m/min) —
: T e
— L
=
=
® = - -
Segment : 56
Size Dc Ds L 2
g% 3X0.5x90° VPE3.0Q 05 3 40 0.13 1 ¥ 5430
g 4 x1%90° VPE4.0Q 1 4 45 0.26 1 ¥ 5020
@E £ 6X2x90° VPE6.0Q 2 6 55 052 1 ¥ 5490
g8 8 X 2.5 X 90° VPES.0Q 25 8 65 0.65 1 ¥ 6,880
- 10 X 3 X 90° VPE010Q 3 10 75 0.78 1 ¥ 8,800
= 12 X 3.5 X 90° VPE012Q 35 12 85 0.91 1 ¥ 11,300
(-5
£ 16 X 4 X 90° VPE016Q 4 16 90 1.04 1 ¥ 16,900
20 X 5 X 90° VPE020Q 5 20 100 1.30 1 ¥ 25,900
==
@f =
g
é’

©

v n
= 9
= o
a -
- )
- —
S
s 2
=
L5
L

P YAMAWA



Center Dirills / Centering Tools

Segment : 52

Point Shank Overall Point
dia. dia. length length

Dc | Ds L 21

C-PE-QV

Carbide Point Drills 90°, Coated

Specification

i o

Cutting Speed depending on Materials

Low carbon steels Jll Medium carbon steels Jll High carbon steels Alloy steels
i35 Lo i

BC-PE-Q V is the carbide point drill enabling
positioning (125° edge angle) and chamfering
(90°) simultaneously. High cutting accuracy is
available owing to a good cutting-start due to 2
step flat design. Optimum coating suitable for the
cutting condition.

Thermal refined steels Jll Stainless steels Cast irons
E ®ix

(m/min) (m/min) (m/min)

25~35HRC

(m/min) (m/min) (m/min) (m/min)

Aluminum alloy castings

FIEERAEY _ TYPE: 1

120~160 ,

de—=—sy

(m/min)

125

Size Dc Ds /)

3% 0.5x%x90°
4 x1x%x90°
6 X2x90°
8 X 2.5 % 90°
10 X 3 X 90°

12 X 3.5 X 90°

16 X 4 X 90°

VCPE3.0Q 0.13 1 ¥ 17,800
VCPE4.0Q 1 4 45 0.26 1 ¥ 16,200
VCPE6.0Q 2 6 55 0.52 1 ¥ 21,900
VCPES8.0Q 2.5 8 65 0.65 1 ¥ 27,900
VCPEO10Q 3 10 75 0.78 1 ¥ 38,800
VCPEO12Q 3.5 12 85 0.91 1 ¥ 45,400
VCPEO016Q 4 16 90 1.04 1 ¥ 67,700

R YAMAWA

)

=

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Cemented

(u%%e Taps

Roll Taps

©

Special Thread Taps

Thread Mills

Premium Thread Mills

(for through hole) (for through hole) (for blind hole)

Hand Taps

®

Pipe Taps

©

Simple Inspection Tools

Dies

[%)
=
a
—
[
—
=
L5
=
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=)
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—
=
=
=
>
=
=
>
o

©




(1) Center Drills / Centering Tools e

Dc | Ds L 21

PE-QLV s

Long Shank Point Drills 90°, Coated

(for blind hole)

Specification

HPE-QL V is the long shank coated point drill
enabling positioning (125° edge angle) and
chamfering (90°) simultaneously. High cutting
accuracy is available owing to a good cutting-
start due to 2 step flat design. Optimum coating
suitable for the cutting condition.

s

Cutting Speed depending on Materials

Low carbon steels

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole) (for through hole)

Medium carbon steels [l High carbon steels Alloy steels Thermal rehned steels [ Stainless steels Cast irons
= ey

2 e 5] Z2FYULAM
- 30-40 20-25 10 15 10~15 g{sRFAV)
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
25~35HRC
Aluminum alloy castings
FILZES2HY — TYPE: 1 ]
Iz 65-95 B
E - (m/min) —
OkE- 6 Ds
: O 0
- L
=
=
® = - i
Segment : 56
Size Dc Ds 2
g% 4 x1x90 VPEL4.0Q 0.26 ¥ 10,200
g 6 X2 X 90 VPEL6.0Q 2 6 100 0.52 1 ¥ 10,700
@E £ 8 X 25 x90° VPEL8.0Q 25 8 100 0.65 1 ¥ 12,000
g8 8 X 2.5 X 90° VPEMS.0Q 25 8 150 0.65 1 ¥ 16,100
- 10 X 3 X 90° VPEL010Q 3 10 100 0.78 1 ¥ 14,500
= 10 X 3 X 90° VPEMO010Q 3 10 150 0.78 1 ¥ 18,500
(-5
= 12 X 3.5 X 90° VPEL012Q 35 12 100 0.91 1 ¥ 17,100
12 X 3.5 X 90° VPEMO012Q 35 12 150 0.91 1 ¥ 21,700
16 X 4 X 90° VPEM016Q 4 16 150 1.04 1 ¥ 27,800
== 20 X 5 X 90° VPEM020Q 5 20 150 1.30 1 ¥ 38,000
O
g
é’

©

v n
= 9
= o
a -
- )
O =
S
s 2
=
L5
L
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Center Dirills / Centering Tools

Segment : 56

Ce, | e | om

Size
Ds X Dc X 6

3 X 0.5 X% 60°
4 X1 X%X60°

6 X2X60°

8 X 2.5 X 60°
10 X 3 X 60°
12 X 3.5 X 60°
16 X 4 X 60°
20 X 5 X 60’

PE-S

Point Drills 60°

Specification

Cutting Speed depending on Materials

Low carbon steels
i35

30-40

(m/min)

PE3.0S
PE4.0S
PE6.0S
PE8.0S
PEO10S
PE012S
PE016S
PE020S

Medium carbon steels

25-35

(m/min)

z
mm) (mm) (mm)
0.5 3 40

1
2
25
3
3.5
4
5

High carbon steels

(m/min)

4
6
8

10

12

16

20

Alloy steels
a0

(m/min)

ot

4
—offe—

HPE-S is the point drill enabling positioning (125°
edge angle) and chamfering (60°) simultaneously.
High cutting accuracy is available owing to a

Point Shank Overall Point
dia. dia. length length
Dc | Ds | L 21

good cutting-start due to 2 step flat design.

Stainless steels

TYPE: 1

AFVUZRH

(m/min) (m/min)

Cast irons

Aluminum alloy castings
ZI=EBREY

(m/min)

>
125°

45
55
65
75
85
90
100

0.13
0.26
0.52
0.65
0.78
0.91
1.04
1.30

- a4 a4 4O 4O a4 a4

¥
¥
¥
¥
¥
¥
¥
¥

2

3,370
2,740
2,600
3,120
4,660
6,130
10,500
15,700

Think threads with

YAMAWA

)

—
7]

(for blind hole)

©

(for through hole)

ugh hole)

S

wv
o
=
—_
=
=
=
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Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Cemented

(u%%e Taps

Roll Taps

©

S

Special Thread Taps

Simple |

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©

Center Drills

Centering Tools




(1) Center Drills / Centering Tools fi e e

Dc | Ds L 21

PE-SV >

Point Drills 60°, Coated

(for blind hole)

Specification

s

Cutting Speed depending on Materials

HWPE-S V is the coated point drill enabling
positioning (125° edge angle) and chamfering
(60°) simultaneously. High cutting accuracy is
available owing to a good cutting-start due to 2
step flat design. Optimum coating suitable for
the cutting condition.

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole) (for through hole)

Low carbon steels Jll Medium carbon steels Jll High carbon steels Alloy steels Thermal rehned steels [ Stainless steels Cast irons
@ {ERT B % a2 PEDET ]
= 40-50430~45430-40§425~35 10 15 10~-20 40 50
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
25~35HRC
Aluminum alloy castings
ZIL=E2HY _ TYPE: 1 ]
E 85-120 )
E : (m/min) e
®s= g Ds
: ST T e
” L
=
=
® = ‘ -
Segment : 56
Size Dc Ds 2
g% 3% 0.5 X%60° VPE3.0S 013 1 ¥ 5430
g & 4 x1X60 VPE4.0S 1 4 45 0.26 1 ¥ 5020
@E ;§ 6 X2 X60° VPE6.0S 2 6 55 0.52 1 ¥ 5,490
g8 8 X 2.5 X60° VPES.0S 25 8 65 0.65 1 ¥ 6,880
- 10 X 3 X 60° VPEO010S 3 10 75 0.78 1 ¥ 8,800
= 12 X 3.5 X 60° VPEO012S 35 12 85 0.91 1 ¥ 11,300
(-5
£ 16 X 4 X 60° VPE016S 4 16 90 1.04 1 ¥ 16,900
20 X 5 X 60° VPE020S 5 20 100 1.30 1 ¥ 25,900
==
@<=
g
g

©

v n
= 9
= o
a -
- )
O =
S
s 2
=
L5
L

P YAMAWA



Center Dirills / Centering Tools

Point Shank Overall Point
dia. dia. length length

Dc | Ds L 21

C-PE-SV S

Carbide Point Drills 60°, Coated

Specification
BC-PE-S V is the carbide point drill enabling
C t positioning (125° edge angle) and chamfering
oating itior angle) 2 .
(60°) simultaneously. High cutting accuracy is
available owing to a good cutting-start due to 2
step flat design. Optimum coating suitable for

the cutting condition.

Cutting Speed depending on Materials

High carbon steels Alloy steels
—

Low carbon steels Jll Medium carbon steels

Thermal refined steels Jll Stainless steels Cast irons
E ®ix

(m/min) (m/min) (m/min) (m/min) (m/min)

25~35HRC

Aluminum alloy castings

P ZERHEY N TYPE: 1
120~160 2
(m/min) —

)
Ty
s

|

-

|

|
o

Segment : 52

Size Dc Ds /)

6 X2X60° VCPE6.0S 0.52 ¥ 21,900
8 X 2.5 X 60° VCPEB8.0S 25 8 65 0.65 1 ¥ 27,900
10 X 3 X 60° VCPEO010S 3 10 75 0.78 1 ¥ 38,800

R YAMAWA

)

—
7]

©

(for blind hole)

(for through hole)

(for through hole)

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Hand Taps

®

Cemented

(u%%e Taps

Roll Taps

©

Special Thread Taps
Simple Inspection Tools

Pipe Taps

©

Thread Mills

Premium Thread Mills

Dies

©
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=
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—
[
—
=
CT)
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Centering Tools

S

@-50




(1) Center Drills / Centering Tools e

Dc | Ds L 21

PE_SL V A —

Long Shank Point Drills 60°, Coated

(for blind hole)

Specification

HPE-SL V is the point drill enabling positioning
(125°edge angle) and chamfering (60°) simultaneously.
High cutting accuracy is available owing to a good
cutting-start due to 2 step flat design. Optimum
coating suitable for the cutting condition.

s

Cutting Speed depending on Materials

Low carbon steels

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole) (for through hole)

Medium carbon steels [l High carbon steels Alloy steels Thermal rehned steels [ Stainless steels Cast irons
o i ik

= e 5] Z2FYULAM
- 30-40 20-25 10 15 10~15 g{sRFAV)
@ :E (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
25~35HRC
Aluminum alloy castings
FILZES2HY — TYPE: 1 ]
EY 65-95 )
E : (m/min) —le—
: T T
” L
=
=
® = - -
Segment : 56
Size Dc Ds 2
g% 4 x1XxX60 VPEL4.0S 0.26 ¥ 10,200
g 6 X2 X 60 VPEL6.0S 2 6 100 0.52 1 ¥ 10,700
@E £ 8 X 2.5 X% 60° VPEL8.0S 25 8 100 0.65 1 ¥ 12,000
g8 8 X 2.5 X 60° VPEMS.0S 25 8 150 0.65 1 ¥ 16,100
- 10 X 3 X 60° VPEL010S 3 10 100 0.78 1 ¥ 14,500
= 10 X 3 X 60° VPEMO10S 3 10 150 0.78 1 ¥ 18,500
(-5
= 12 X 3.5 X 60° VPEL012S 35 12 100 0.91 1 ¥ 17,100
12 X 3.5 X 60° VPEMO012S 35 12 150 0.91 1 ¥ 21,700
16 X 4 X 60° VPEMO16S 4 16 150 1.04 1 ¥ 27,800
==
O
g
é’

©

v n
= 9
= o
a -
- )
O =
S
s 2
=
L5
L

P YAMAWA
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(1) Center Drills / Centering Tools

NC-SD V

NC Starting Drills for Chamfering (90°), Coated

(for blind hole)

«
2.
=

=
-
2
O
=
=
=
v

Spiral Fluted Taps
(for through hole)

Specification Cutting Speed depending on Materials

(m/min) (m/min) (m/min) (m/min)

(for through hole)
N
h
£
(=)
o
o2
U1
N
o
W
(=)
=
-
N
1

Spiral Pointed Taps

X Stainless steels | Tool steels Cast irons Aluminum alloy castings
Coatlng 2FYLAM IA® P FIE e
_'E (m/min) (m/min) (m/min) (m/min)
@ £
Product Features
3 § After drilling with a general purpose drill, using a NC - SD V (90°)
= —
£ .=  thatis larger than the drilled hole diameter makes an excellent
@3 = chamfer surface finish.
= Universal Drill NC-SD V 90°

Processing completed

Special Thread Taps
Simple Inspection Tools

L -
Dc | Ds L 2

NC-SD

NC Starting Drills for Center Positioning (125°)

=

Specification Cutting Speed depending on Materials

Low carbon steels J§ Medium carbon steels lf High carbon steels || Alloy steels

Stainless steels
AFVULAA

Aluminum alloy castings
7= ERHY

(m/min)

(m/min)

(m/min)

(m/min)

Product Features

The NC starting drill with a 125°drill point is a positioning drill
dedicated to centering to increase hole positioning accuracy.
The NC starting drill with a 125°drill is selected to be slightly
larger than the tip angle of the general-purpose drill. This
creates a highly accurate hole positioning without causing
chipping on the cutting edge of the drill.

NC-SD 125°

Universal Drill
' 7

Processing completed

=
R Difference between starting drill and center hole drill
==
= = It is also possible to use a center hole drill for positioning. If the center hole drill is
@-;: ‘i used first and is allowed to go too deep, there is a chance the general purpose drill
= will hit the hole diameter instead of the center of the hole location. This can cause
o = the drills cutting edge to chip.
2

Recommended cutting conditions.

Unit:min”

R Workpiece | Cutting Speed Diameter (mm)
E '§ Material (m/min) ®3 ¢4 @5 ®6 b8 ® 10 ¢ 12 ¢ 16 @20 25
Pt $5400 25 ~ 40 3400 2600 2100 1700 1300 1050 850 640 510 410
-'E $50C 25 ~ 32 3000 2300 1800 1500 1150 900 750 560 450 360
S FC250 20 ~ 35 2900 2200 1750 1450 1100 860 720 540 430 350
SCM440 15~ 25 2200 1600 1300 1100 800 640 540 400 320 260
SUS304 a2 1100 800 640 540 400 320 270 200 160 130
SKD61 8~15 1200 880 700 590 440 360 300 220 180 150
SKD11 7~12 1100 800 640 540 400 320 270 200 160 130
AC4C 60 ~ 90 8000 6000 4800 4000 3000 2400 2000 1500 1200 1000

set a consistent feed rate of 0.1 mm / rev.

P YAMAWA

* Standard feed rates (mm / rev) should be 1% to 3% of the drill diameter. In the case of machining on a curved surface or an inclined surface, please



NC-SD V NC Starting Drills for Chamfering (90° ), Coated

Segment : 56

Size
Dc X 6

3x90°
4 x 90°
5% 90°
6 x 90°
8 X 90°
10 X 90°
12 X 90°
16 X 90°
20 X 90°
25 X 90°

Code

VCS-D3.0Q
VCS-D4.0Q
VCS-D5.0Q
VCS-D6.0Q
VCS-D8.0Q
VCS-D010Q
VCS-D012Q
VCS-D016Q
VCS-D020Q
VCS-D025Q

Dc

(mm)

o o v B»

Ds

(mm)

0 o v B»

Dia.

Shank
dia.

Overall
length

Flute
length

NC-SD NC Starting Drills for Center Positioning (125°)

Segment : 56

Size Dc Ds

3 x125°
4 X 125°
5% 125°
6 X 125°
8 X 125°
10 X 125°
12 X 125°
16 X 125°
20 X 125°
25 X 125°

Cs-D3.0
CS-D4.0
CS-D5.0
Cs-D6.0
Cs-D8.0
CS-D010
CS-D012
CS-D016
CS-D020
CS-D025

o o o b

o o u b

Dc | Ds L 9
TYPE: 1 ]
— s
L
L
- s TYPE MSRP
46 10 1 ¥ 2,920
55 12 1 ¥ 3,460
62 13 1 ¥ 3,760
66 15 1 ¥ 3,960
79 20 1 ¥ 5,250
89 23 1 ¥ 7,190
102 26 1 ¥ 10,800
115 32 1 ¥ 14,500
131 40 1 ¥ 20,300
151 50 1 ¥ 31,800
TYPE: 1 ]
_ IDS
L

55
62
66
79
89
102
115
131
151

12
13
15
20
23
26
32
40
50

¥
¥
¥
¥
¥
¥
¥
¥
¥
¥

2,360
2,650
2,990
3,200
3,950
6,010
8,990
11,100
15,900
23,300

Think threads with

YAMAWA

Cemented

(u%%e Taps

Roll Taps

©

Thread Mills

Premium Thread Mills

)

Spiral Fluted Taps

Spiral Fluted Taps

Spiral Pointed Taps

Hand Taps

®

Special Thread Taps

Simp

Pipe Taps

©

(for blind hole)

©

(for through hole)

ugh hole)

©

S

(

Dies

Center Drills

Centering Tools

©




Tool end Shank Overall | Cutting edge
dia. dia. length length

Di | Dc | Ds | L 4

Dia.

(1) Center Drills / Centering Tools

CS-Q

Countersinks 90°, Machining Center Use

(for blind hole)

Specification

BCS-Q is suitable for the machining of high
accuracy on the chamfering of round hole and
on the chamfering of attaching face of screw
bolts. Having one cutting edge, this tool is
suitable for machining center use.

(for through hole)

Cutting Speed depending on Materials

Low carbon steels Medlum carbon steels Stainless steels | Tool steels
(B AF VLA IE8H

10-20 10 20 10 20 10- 15 10~15110-15

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

ngh carbon steels Alloy steels Cast irons | EIITEGEESES

ZIW=ESRHEN

10 30 KERTAS

Hand Taps

@ (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
~TYPE: 1 ] " TYPE:2 ]
g % A Ds ) 48 Ds
®3z DDt — -~ b Dct - | r
- O I A /49
2 L
= L _ L _
@ = Segment : 53
2 = 4x90" X4 €s4.0Q ¥ 1,150 %
SE 6X90° X6 €s6.0Q 1 6 50 ; 1 1 ¥ 1380
@< E 8x90° x8 cs8.0Q 13 8 50 - 1 1 ¥ 1610
E :é- 10 X 90° X 8 Cso010Q 1.6 8 46 5.5 1 2 ¥ 3,650
- 15X 90° X 10 €s015Q 3.2 10 56 75 1 2 ¥ 5270
é‘ 20 X 90° X 10 €S020Q 4 10 60 10 1 2 ¥ 7,030
.:;f 25 X 90° X 10 Cs025Q 7 10 65 1 1 2 ¥ 9,300
30 X 90° X 12 CS030Q 9 12 70 12,5 1 2 ¥ 11,900
35X90° X12 CS035Q 11 12 75 15 1 2 ¥ 17,000
é = 40 X 90° X 12 €S040Q 12,5 12 80 17 1 2 ¥ 22,200
EE 45 x 90" X 12 €S045Q 14 12 85 18.5 1 2 ¥ 27,200
@'f fg 50 X 90" x 12 €s050Q 16 12 20 20 1 2 ¥ 32,500
E 60 X 90" X 16 CS060Q 20 16 100 24 1 2 ¥ 47,500
é

©

v n
= 9
= o
a -
- )
- —
S
s 2
=
L5
L

m Think threads with
I AMAWA % = Specified Distribution Items. Made to order products.



Center Dirills / Centering Tools

Tool end Shank Overall | Cutting edge
dia. dia. length length

Di | Dc | Ds | L 4

Dia.

CS-QM

Countersinks 90°and 60°, Drilling Machine Use

Specification

BCS-QM is suitable for the machining of high
accuracy on the chamfering of round hole and
on the chamfering of attaching face of screw
bolts. Having plural cutting edges, this tool is
suitable for drilling machine use.

Cutting Speed depending on Materials

Alloy steels

Low carbon steels Medlum carbon steels ngh carbon steels Stainless steels || Tool steels Cast lrons Aluminum alloy castings

e 5] Z2FYULZRH IEM FI=EEHY
(m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
T TYPE: 1 ] T TYPE: 2 n
/\ & D Dh Ds
D] H(DC - Ds
L 4
% .
TYPE:3 7 T TYPE: 4 7
f\ \ 4 De rDh Ds
D 6’(Dc — Ds N
V7 L Y
L
Segment : 53
Si D D No. of
6X90° X6 CS6.0QM9 ¥ 1,960
8X90° X8 CS8.0aM9 1.6 8 44 - 3 1 ¥ 2,390
10X 90° X 8 CS010QM9 2 8 46 14 3 2 ¥ 4,170
12%X90° X 8 CS012QM9 25 8 48 16 5 2 ¥ 4,880
16 X 90° X 10 CS016QM9 3.2 10 56 20 5 2 ¥ 5500
20 X 90° X 10 CS020QM9 4 10 60 24 5 2 ¥ 7,310
25X 90° X 10 CS025QM9 7 10 65 29 7 2 ¥ 9,800
30 X90° X 12 CS030QM9 9 12 68 32 7 2 ¥ 12,600
35 xX90° X 12 CS035QM9 1 12 70 34 7 2 ¥ 17,600
40 X 90° X 12 CS040QM9 125 12 71 35 7 2 ¥ 23,400
6 X60° X6 CS6.0QM6 1.2 6 46 - 3 3 ¥ 2,070*
8 X 60 X8 CS8.0QM6 1.6 8 48 - 3 3 ¥ 2,490
10X 60° X8 CS010QM6 2 8 50 18 3 4 ¥ 4320%
12X 60" X 8 CS012QM6 25 8 52 20 5 4 ¥ 5,050
16 X 60° X 10 CS016QM6 3.2 10 60 24 5 4 ¥ 5690
20 X 60° X 10 CS020QM6 4 10 64 28 5 4 ¥ 7,680
25 X 60° X 10 CS025QM6 7 10 69 33 7 4 ¥ 11,900
30 X 60° X 12 CS030QM6 9 12 76 40 7 4 ¥ 15,000 *
35 X60° x12 CS035QM6 11 12 79 43 7 4 ¥ 21,300 *
40 X 60° X 12 CS040QM6 12,5 12 81 45 7 4 ¥ 27,800 *

m Think threads with
% = Specified Distribution Items. Made to order products. YAMAWA
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@ Center Drills / Centering Tools e | o |

Dc | Ds L 2

CS-G -——_

Submarine Gate Cutter, 20°, 30°

(for blind hole)

Specification

BCS-G is the special drill for making submarine
gate (tunnel gate) on the die mold of plastic
injection machine.

(for through hole)

Cutting Speed depending on Materials

Medium carbon steels [l High carbon steels Alloy steels

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

a SRR A
=
@ =
=
TYPE: 1 ] " TYPE:2 ]
E é- — DS _— % DS
@E :; De1 3 4)57 — - Do e _
S - 7 e =7
g L 4 L _
@ = Segment : 54
05X%X20 X6 CS-G0.52-J 6 ¥ 5780
E :é 05X 30° X6 CS-G0.53-J 05 6 57 0.5 2 2 ¥ 5780
@E ‘g 05X%X20 X6 CS-G0.52-LS 0.5 6 100 0.5 2 1 ¥ 7430%
==z 05X%X30 X6 CS-G0.53-LS 0.5 6 100 0.5 2 2 ¥ 7430 %
&S 0.6 X20° X6 €S-G0.62-J 0.6 6 57 05 2 1 ¥ 4,880 "
- 06 X30 X6 CS-G0.63-J 0.6 6 57 0.5 2 2 ¥ 4880 "
'; 0.6 X20° X6 CS-G0.62-LS 0.6 6 100 0.5 2 1 ¥ 6,320"
& 0.6 X 30" X6 CS-G0.63-LS 0.6 6 100 0.5 2 2 ¥ 6,320 "
07X20 X6 CS-G0.72-J 0.7 6 57 0.5 2 1 ¥ 4470 %
= 0.7x30° X6 €S-G0.73-J 0.7 6 57 05 2 2 ¥ 4470 "
% :E; 0.7X20 X6 CS-G0.72-LS 0.7 6 100 0.5 2 1 ¥ 5780 %
@é é: 0.7%X30 X6 CS-G0.73-LS 0.7 6 100 0.5 2 2 ¥ 5780 "
£ 0.8%X20 X6 CS-G0.82-J 0.8 6 57 0.5 2 1 ¥ 4170 %
- 0.8%X30° X6 CS-G0.83-J 0.8 6 57 0.5 2 2 ¥ 4170 %
2 0.8x20° X6 CS-G0.82-LS 0.8 6 100 05 2 1 ¥ 5400
08X30 X6 CS-G0.83-LS 0.8 6 100 0.5 2 2 ¥ 5,400 "
09X20 X6 CS-G0.92-LS 0.9 6 100 0.5 2 1 ¥ 4,800"
09X 30 X6 CS-G0.93-LS 0.9 6 100 0.5 2 2 ¥ 4,800 "
=2 1X20° X6 CS-G1.02-J 1 6 57 0.5 2 1 ¥ 32607
?': 'E, 1X20 X8 CS-G1.028J 1 8 57 0.5 2 1 ¥ 3730 %
%_:.%_, 1%X30 X6 CS-G1.03-J 1 6 57 0.5 2 2 ¥ 3260 "
- & 1X30 X8 CS-G1.038J 1 8 57 0.5 2 2 ¥ 3730
1X20 X8 CS-G1.028K 1 8 70 0.5 2 1 ¥ 4170*
1%X30 X8 CS-G1.038K 1 8 70 0.5 2 2 ¥ 4170 %
1X20 X6 CS-G1.02-LS 1 6 100 0.5 2 1 ¥ 4,250 %

JIS m Think threads with
@-57 YAMAWA % = Specified Distribution Items. Made to order products.



Size Dc Ds No. of

1X20°%8
1xX30°%X6
1xX30°%8
15X20°%X 8
1.5%X30°% 8
1.5%X20°% 8
1.5%X30°%X 8
2X20°%8
2x30°%8
2X20°x 8
2x30°%8

CS-G1.028LS
CS-G1.03-LS
CS-G1.038LS
CS-G1.52-K
CS-G1.53-K
CS-G1.52-LS
CS-G1.53-LS
CS-G2.02-K
CS-G2.03-K
CS-G2.02-LS
CS-G2.03-LS

8

6 100 0.5
8 100 0.5
8 70 0.5
8 70 0.5
8 100 0.5
8 100 0.5
8 70 0.5
8 70 0.5
8 100 0.5
8 100 0.5

% = Specified Distribution Items. Made to order products. m

1 7 Shank Overall Drill
CrIlel, dia. length length
Dc | Ds | L J/

SR \CIE \C R I RN \C R \C R LR G M)

N = NN

N = N

¥
¥
¥
¥
¥
1 ¥
¥
¥
¥
¥
¥

5,400 *
4,250 *
5,400 *
4,170 *
4170 *
5,400 *
5,400 *
4,170 *
4,170 *
5,400 *
5,400 *

Think threads with

YAMAWA
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(for through hole)

Spiral Fluted Taps

(for through hole)
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(for blind hole)
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=
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Spiral Fluted Taps
(for through hole)

Spiral Pointed Taps
(for through hole)

Hand Taps

Cemented
Carbide Taps

@

Roll Taps

Special Thread Taps
Simple Inspection Tools

Pipe Taps

Thread Mills

Premium Thread Mills

wv
cD
a

(1) Center Drills / Centering Tools

Drill Shank Overall Drill Body Workpiece end-face
dia. dia. length length length Hole size

Dc | Ds L J) 92 | Dw

JOINT TOOLS

Product Features

@It can easily be transformed into a long-shank model by attaching various cutting edges (joint tools) tailored to the machining
application onto a single holder.

@When a cutting edge is fastened to the joint tool holder, the overall length becomes 150 mm or 200 mm.

@Joint tool types include center drills, point drills, NC starting drills, and countersinks.

@This is an environmentally-friendly product contributing to resource conservation, since only the cutting edge will be replaced even
if damaged, without any need to replace the holder.

(DStrengthened fastening power

g (PR [ EVPE

(@Superior Runout Accuracy
Fastening section (Fitting of conical surface)

(®High rigidity

Excellent stiffness is
ensured by enhanced
fastening force and -
high runout accuracy, For JO-PEQ (V),
which also enables flute machining is
heavy-load machining. ~ also possible.

HLine up

EEENN

JO-CES V JO-CES JO-CDSV  JO-CDS JO-C-CDS  JO-CDS ()

CEMENTED CARBIDE
TAP SERIES + Holder 200mm

N
Holder 150mm

JO-CDRV JO-CSQM  JO-PEQV  JO-PEQ JO-NCSDV JO-C-PEQV
CEMENTED CARBIDE
TAP SERIES

BExample of use

Notes

- Gloves should be worn when replacing the cutting edge, since touching the
cutting edge with bare hands can result in injury.

- Use a spanner wrench (JIS B 4630) when exchanging the cutting tools.

- For the size of the spanner, refer to the H dimension in the dimension table.

- Be aware that excessive tightening can cause damage to the cutting edge.

Since it is availal_ale as a [Reference] Tightening torque (Nm)
long-shank model, it can be P
used for machining in deep Shank diameter | Nntening torque
positions and around 14 5
obstacles. 16 10

20 30

P YAMAWA



Center Dirills / Centering Tools

JO-CES

Ml The JO-CES is a high helix JIS type A center hole
drill joint tool that is particularly suitable for soft
material and relatively free machining materials.

Segment: 5C

4 X 60° JCE4.0 375
5 X 60° JCE5.0 5 12 435
6 X 60° JCE6.0 6 16 485

Drill Shank Overall Drill Body | Workpiece endface
dia. dia. length length length Hole size
Dc | Ds | L 4 | 82 | Dw

Specification Cutting Speed depending on Materials

TYPE: 1 H

e
q_//

Size Dc Ds

4.5
5.5
6.5

275
32.5 10
34.5 13

+ Machining conditions are calculated based on the workpiece end-face hole size Dw.
+ For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

Specification

s

(RN

(m/min)

Aluminum alloy castings
FIESSEHY

20-40

(m/min)

B Optimum coating suitable for the
cutting condition.

Segment: 5C

4 X 60° JVCE4.0 375
5 X 60° JVCES.0 5 12 435
6 X 60° JVCES6.0 6 16 485

JO-CES V

Joint- High Helix Center Drills-Type A 60°, Coated

Low carbon steels J§ Medium carbon steels

15-30}15-30] 5-15

(m/min)

5.5
6.5

Stainless steels
AFVULAM

(m/min)

TYPE: 1 H

Size Dc Ds
COde mm) (mm (mm) (mm)

27.5
325 10
34.5 13

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
- For details on machining conditions, see TECHNICAL INFORMATION,

“27. Table of recommend centering condition.”

120

1207
\

Joint- High Helix Center Drills-Type A 60°

4>

Ds

1®,

Low carbon steels Jf Medium carbon steels Jf Stainless steels Brass castings J§ Wrought aluminum [ Aluminum alloy castings

_ (BB RN ZAF VLA HREY 7 IV S R ZILSE2HY
E 10-25/10-25| 5-10 |20-40[20~40|15-30|15-30

(m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)

Adaptable holder
Shank dia.

16
20

Cutting Speed depending on Materials

De

Dw
TYPE MSRP

10
135

2>

Brass castings
HIREN

(m/min)

¥ 3,250
1 ¥ 3,340
1 ¥ 4,180

(m/min)

Wrought aluminum
7 IV S R

25 30 25~30]20-~40

(m/min)

Adaptable holder

Shank dia.

16
20

Dw
TYPE MSRP

10
135

¥ 5,730
1 ¥ 6,590
1 ¥ 9,010

Think threads with

YAMAWA
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(11) Center Drills / Centering Tools o e P

Dc | Ds L J) 92 | Dw

JO-CDS =ai5

Joint- Low Helix Center Drills-Type A 60°

(for blind hole)

Specification Cutting Speed depending on Materials

(for through hole)

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

E Low carbon steels lf Medium carbon steels High carbon steels Alloy steels Cast steels Cast irons Ductile cast irons
_ st e ik P
— (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
£ - TYPE: 1 ]
i H Ds
o /b A
1207 _ g
= ‘q/i O <
s
=
Y
@ E BThe JO-CDS is a low helix type A 4 p
- center hole drill joint tool suitable 2 I
for comparatively hard materials. _
= 2 Segment: 5C
=2 Size Dc Ds a Adaptab\e holder Dw
®S'§ 4 X 60° JCY4.0 375 45 275 14 ¥ 3,250
L
5 X 60° JCY5.0 5 12 435 55 325 10 16 10 1 ¥ 3340
- 6 X 60° JCY6.0 6 16 48.5 6.5 34.5 13 20 135 1 ¥ 4,180
=
=
=
= *Machining conditions are calculated based on the workpiece end-face hole size Dw.
(-4

©

« For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

Special Thread Taps
Simple Inspection Tools

JO-CDS V

k5 Joint- Low Helix Center Drills-Type A 60°, Coated
Specification Cutting Speed depending on Materials
Low carbon steels Medlum carbon steels ngh carbon steels Alloy steels Cast steels Cast irons
== Coatinglillar" i
3E 15~30 15 30 15 30 10 25 15-301K: & 1)
@—E —i (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
E Ducl;le ul:;sl'*irons N TYPE: 1H 5 ]
“©v S
020 it
m/min
b of) -
RQ/ 7
H Optimum coating suitable for the 4 7
== cutting. 2 i
= L .
g g Segment: 5C
S 2 Si D Adaplab\e hider| D
g -
4 X 60° JVCY4.0 37.5 27.5 ¥ 5730
5 X 60° JVCY5.0 5 12 435 5.5 325 10 16 10 1 ¥ 6,590
6 X 60° JVCY6.0 6 16 48.5 6.5 345 13 20 135 1 ¥ 9,010

+Machining conditions are calculated based on the workpiece end-face hole size Dw.
«For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

JIS Think threads with
e X YAMAWA




Center Dirills / Centering Tools

High carbon steels | Alloy steels
Rk a&l

HMThe JO-C-CDS is a carbide
type A center hole drill joint tool
suitable for hard materials and
mass production processing.

Segment: 5C

4 X 60° JCCY4.0 375
5 %X 60° JCCY5.0 5 12 435
6 X 60° JCCY6.0 6 16 485

4.5
5.5
6.5

JO-C-CDS

Joint- Low Helix Carbide Center Drills-Type A 60°

Thermal refined steels
AEm

Drill Shank Maximum Overall Drill Body Workpiece end-face
dia. dia. dia. length length length Hole size
Dc | Ds | D« L J g2 | Dw

Specification Cutting Speed depending on Materials

Thermal refined steels

e

\ 1207

27.5
32.5
34.5

10
13

+ Machining conditions are calculated based on the workpiece end-face hole size Dw.
« For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

W The JO-CDS(Il) is a old JIS type 2
center hole drill joint tool suitable
for relatively hard materials.

Segment : 5C

2 X 60° JC22.0 5 375
2.5 X 60° Jc225 25 12 6.5 435
3 X 60° JC23.0 3 16 8 485

JO-CDS(II)

Joint- Low Helix Center Drills-Type B 60°, (Old JIS Type 2)

815
4

T TYPE: 1

Specification Cutting Speed depending on Materials

H
/ts 1207
NP

Size Ds
-

27.5
32.5
34.5

10
13

- Machining conditions are calculated based on the workpiece end-face hole size Dw.
+For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

ol

-

Cast irons

Brass castings [ Aluminum alloy castings

Size Dc Ds Adaptabl

16
20

10
135

Lowgrb;;teels Medlumcavbonsteels nghcarbong;teels Alloy steels Cast steels

PR {=to 3

10-25 10 25 10-25|10- 20 10 25
(m/min) (m/min) (m/min) (m/min) (m/min)

1
1

e holder Dw
14

MSRP

¥ 17,000

¥ 20,400
¥ 49,400

Cast irons

Ductile cast irons

SHEERX
510 5-15
(m/min) (m/min)
120° Ds

16
20

Adaptable holder
Shank dia.

10
12

1
1

D
TYPE | MSRP

¥ 3420
¥ 3,450
¥ 4,250

Think threads with
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Drill Shank Overall Drill Body | Workpiece endface
dia. dia. length length length Hole size

Dc | Ds L J) 92 | Dw

(1) Center Drills / Centering Tools

JO-CDR 'V

Joint- Low Helix Center Drills-Type R, Coated

(for blind hole)

Specification Cutting Speed depending on Materials

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

Low carbon steels Med|urn carbon steels |§ High carbon steels Alloy steels Cast steels Cast irons Ductile cast irons
(BRI RN EHH
= (m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
g i T TYPE: 1 7
£ Coating 3 . D,
. . . De .
=3 MJoint tool for low helix type R
= center hole drill. Y o
@ = 22
L
=3 Segment: 5C
=S Size Dc Ds Adaptab\e holder Dw
®3§ 4 X R12.5 JVCY4.0R 375 103 275 125 14 ¥ 8,000
L
5X R16 JVCY5.0R 5 12 435 126 325 10 16 16 9 1 ¥ 9,930
. 6 X R20 JVCY6.0R 6 16 485 164 345 13 20 20 135 1 ¥ 12,400
=
=
=
= *Machining conditions are calculated based on the workpiece end-face hole size Dw.
(-4

©

« For details on machining conditions, see TECHNICAL INFORMATION, “27. Table of recommend centering condition.”

Special Thread Taps
Simple Inspection Tools

Pipe Taps

©

Thread Mills

Premium Thread Mills

©

Dies

©
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Center Dirills / Centering Tools

Segment: 5C

10 X 3 X 90°
12 X 3.5 X 90°

Point Shank Overall Point Body
dia. dia. length length length

Dc | Ds | L 8 | B2

JO-PEQ =R

Joint- Point Drills 90°

Specification Cutting Speed depending on Materials

Alloy steels J Stainless steels Cast irons Aluminum alloy castings
FIW=ESRHEN

MThe JO-PEQ is a point drill joint tool
that can perform simultaneous combined
machining of positioning and chamfering. L |

e
JPEO10Q 375 0.78 275 14 ¥ 3,060
JPEO12Q 3.5 12 435 0.91 32.5 10 16 1 ¥ 3,130
JPEO16Q 4 16 48.5 1.04 345 13 20 1 ¥ 4,020

16 X 4 X 90°

Segment : 5C

Size

Ds X Dc X 6
10 X 3 X 90°
12 X 3.5 X 90°
16 X 4 X 90°

JO-PEQ YV

Joint- Point Drills 90°, Coated

Specification Cutting Speed depending on Materials
Alloy steels

Low carbon steels Med|um carbon steels l High carbon steels Therrnal rellned steels l Stainless steels Cast |rons

30-4o[25-35(20;30]2025)10°15) 10.15 [

25~35HRC

Coating [l et CTves: )
! D
90° °

70-95

(m/min)

\ 125°

|
NP
B The JO-PEQ V has excellent wear 4

resistance and welding resistance, L
coating point drill joint tool. ]

Adaptable holder
Shank dia.

JVPEO10Q 3 10 375 0.78 275 8 14 1 ¥ 4,690
JVPEO12Q 3.5 12 435 0.91 32.5 10 16 1 ¥ 5210
JVPEO16Q 4 16 48.5 1.04 345 13 20 1 ¥ 6,220

R YAMAWA

)

—
7]

(for blind hole)

©

(for through hole)

ugh hole)

©

S

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

Hand Taps

®
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(u%%e Taps
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©
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Thread Mills
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(11) Center Drills / Centering Tools T

Dc | Ds | L 8 | B2

JO-C-PEQV <=s

Joint- Carbide Point Drills 90°, Coated

(for blind hole)

Specification Cutting Speed depending on Materials

Cast irons
2323

Low carbon steels Jf Medium carbon steels | High carbon steels § Alloy steels [ Thermal refined steels lf Stainless steels
ail

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)

= H Aluminum alloy castings ]
E Coatlng FISERHY
= 95~130 H
(m/min)
a
=
@ 2 M The JO-C-PEQ V is a coated carbide point dill
- joint tool that can perform simultaneous combined L
machining of positioning and chamfering. L ]
= 2 Segment: 5C
=2 Size Dc Ds Adaptable holder
@ S = 10X 3 X 90° JVCPE010Q 375 0.78 275 ¥ 24,200
L
12X 3.5 X 90° JVCPEO012Q 35 12 435 0.91 325 10 16 1 ¥ 24,200
” 16 X 4 X 90° JVCPEO016Q 4 16 485 1.04 345 13 20 1 ¥ 34,500
3
® =
Drill Shank Overall Body
dia. dia. length length

Dc | Ds L 92

Special Thread Taps
Simple Inspection Tools

JO-NCSD V

Joint- NC Starting Drills for Chamfering 90°, Coated

Pipe Taps

©

Specification Cutting Speed depending on Materials

Cast |rons

Low carbon steels Jf Medium carbon steels ngh carbon steels § Alloy steels J Stainless steels | Tool steels
{ERFER PR aiif A7V A I8A

20-30|20-30|20-25|10-20] 5-10 | 5~10 ([l

(m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)

Thread Mills

Premium Thread Mills

©

Coating |l 7iz=2as " TYPE: 1
50-70 H
(m/min) /H>\

Dies

=22 B Optimum coating suitable for the
S cutting.
@ 52 L _
§5
“ = Segment: 5C
= Size Code Dc Ds 2, Adaptable holder TYPE MSRP
Dc X 6 (mm) (mm) mm) (mm) (mm) Shank dia.

10 X 90° JVCS-D010Q 375 275 14 ¥ 4530
12 X 90° JVCS-D012Q 12 12 435 325 10 16 1 ¥ 5,100
16 X 90° JVCS-D016Q 16 16 48.5 34.5 13 20 1 ¥ 6,020

JIS Think threads with
e X YAMAWA



Drill Tool end Shank Overall | Cutting edge Body
dia. dia. dia. length length length

D2 | Dc | Ds | L 4 42

Center Dirills / Centering Tools

JO-CSQM

Joint- Countersinks 90°, Drilling Machine Use

Specification Cutting Speed depending on Materials

Low carbon steels Med|umcarbonsteels High carbon steels § Alloy steels J Stainless steels § Tool steels Cast |rons
_ ERRR mnm aam 2zvuzm | TAm
@ 10-15[10-15[10-15| 5-10 | 5-10 | 5-10 [(NIE

(m/min) (m/min) (m/min) (m/min) (m/min) (m/min) (m/min)

Aluminum alloy castings
FIW=ESRHEN

12~36

(m/min)

W The JO-CSQM is a countersink joint tool
for chamfering with a drilling machine. |

)

—
7]

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps

(for blind hole)

(for through hole)

Hand Taps

®

©

(for through hole)

Segment: 5C - wn
S D D No. of | Adaptable hlder 25
s
16 X 90° JCS016QM9 375 20 275 ¥ 3780 S -,-; @
20 X 90° JCS020QM9 4 12 435 24 325 10 5 16 1 ¥ 4280
2
e I e 2 (8
Ds | L 2
JO-HOLDER — ——
Holders for Joint Tools, for 150mm and for 200mm fespeama— =
——
Specification 's
£

Alloy

steel

Thread Mills

Premium Thread Mills

T TYPE: 1 7
H Ds
| 1A
A-A = § ¥+ .
WA holder exclusively for the Joint A - =
) o ) A g
Tools. After installing into the Joint FL—’
tool, we offer long types of 150 mm 150 or 200
and 200 mm including the tool length. L |
Segment : 5A =: '_3
Size Code Ds Applicable cutting TYPE MSRP =
(mm) (mm) mm) (mm) edge shank dia. s E’@
14 X 150 JH1014M 1225 ¥ 96607 &
-5
16 X 150 JH1216M 16 1175 80 14 12 1 ¥ 9620" =
20 X150 JH1620M 20 115.5 74 17 16 1 ¥ 10,100
14 X 200 JH1014N 14 172.5 136 12 10 1 ¥ 11,2007
16 X 200 JH1216N 16 167.5 130 14 12 1 ¥ 11,000 -
20 X 200 JH1620N 20 165.5 124 17 16 1 ¥ 12,400 "

m Think threads with
[J= In stock at manufacture YAMAWA







