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New coating, high speed, long tool life HSS drill! '
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New generation HSS drill series

NTREH WDI ® (57n51—00) T—F 1> T RH

Utilizes the HSS-specific WDI ® Coating

WDI® (¥ 7IVF«4—TV) A—FT1VTICKD.
NEY—V YV ERZE | SERE CTREiZXIR !
The WDI® Coating inhibits wear on the margin!

Achieves long tool life in high-speed machining!
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Coating Structure Thickness Surface Hardness |Oxidation Temperature

WDI® =515 ZE
WD1I® coating Multiple Layer 2.5 3,300 1,100
TiAINZR#E IR 2/
TiAIN coating Dual Layer 4 2,700 800

MRaUN (35°~40°) LIBFDET+—LIC
&b, IEIICHF S FEE LM THE( bz &/IBRIC,

The high helix (35° - 40° ) and unique flute form design JEDE T+ —L
reduces machining heat and work hardening. Unigue flute form design

) < 53 8F
Chips are broken into small pieces

ATV UVAHIPISECBVTHYIDLFHHD < SN,
TURE3~4DD./ VAT v TN HalgE,

Chips are broken into small pieces even in stainless steels and copper alloys,
making non-step drilling of 3-4D holes possible.
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Premium substrate

RUAMEINA R7Z2BHICEIRAL. A5V VAHOIMITHIC
FEELPTULEINADF v EY T %N,

Using premium grade vanadium high speed steel as the substrate increases toughness, -~
preventing chipping that is often associated with machining stainless steels. ;
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For a wide range of materials

YINEHIERICY v—T, ATV UVAM - Rl ZZ(E U
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The cutting edge is extremely sharp, providing outstanding performance in stainless
steels, mild steels, copper alloys, and aluminum alloys.

HBLNEIIDE7+—14 "
A high helix and unique flute form design
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OSG’ s HSS drills are ideal for a wide range of machining applications.
There are an abundance of sizes in inventory to meet with individual needs.
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NEXUS Drills and EX-SUS Drills cutting conditions based on materials
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SUS304 SS400 S10C Al #EEIHF Work Material

Stainless Steel Mild Steel Low Carbon Steel  Aluminum Alloy Casting

RIRIHIEE TONEXUS RU )Lttt FastbE: (96 JURE 18mm)

A tool life comparison between the high-speed NEXUS Drill and a competitor (¢ 6mm drill, 18mm hole depth)
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Against competitors Less regrinding, WEIE SUS304
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BNEXUSKU)L, EX-SUSKRUJL  1EEEIE

Range of stock sizes

NEXUS-GDS

NEXUS-GDR

EX-SUS-GDS $0.5~32 0.01 mMmMEVEZSH 7750 X 775 sizes in 0.01mm increments '

EX-SUS-GDR ‘¢I2-32.O.0|1|m| ] ml tU.’E%’IBISQIOl'U‘.'(IZI‘ 590 sizes in 0.01mm increments' '
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The HSS-specific WDI" Coating inhibits wear on the margin!

Proc

essing Data

ESuUsS304 A 12257 | B 1,2287WE | f#i#tC 688
EFEIE Competitor A (Holes) Competitor B (Holes) Cmpetitor C] (Holes)
EHTR NEXUS-GDS ¢6 = s
HRHIME
Work Material SUS304
IR E ; -
Drilling Speed 25m/min (1,327min")
'i:%ngE 239mm/min(0.18mm/rev)
bt
FURE 18mm(3D D) U\ Lc
Depth of Holes (Blind) | | [ | g S
YAl KBTI fth#t A competitor A R i occurs
Coolant Water Soluble T
fth%t B competitor B ‘ ’ gii?kage
ﬂ‘l’,*i © Competitor C ‘ ‘ ;Bﬁgékage
500 1,000 1,500 2,000 2,500 3,000
AII7TEL  Number of Holes
ESUS304 f#tA 16347 | B 1.3987%8 | fHC  1.1877E
= Competitor A (Holes) Competitor B (Holes) Competitor C (Holes)
BRIR NEXUS-GDS ¢6 . U B TV . O
HRHIME
Work Material SUS304
IR E ; -
Drilling Speed 25m/min (1,327min")
%DEE 239mm/min(0.18mm/rev)
eed - (R
r MERITD
JTURE 18mm(3DJJ:D) J | Continue
Depth of Holes (Blind) \ \ \ \ ‘m‘
Tl AR TIHIEA ftir#t A competitor A ‘ .
Coolant Non-Water Soluble E
{thtt B competitor B ‘ ‘ Breakage
ﬂﬁ*i © Competitor C
500 1,000 1,500 2,000 2,500 3,000
ALY Number of Holes
ESS400 fitA 1376708 | fiB  2408%E | fHC 20647
EFEIE Competitor A (Holes) Competitor B (Holes) Competitor C (Holes)
EHTR NEXUS-GDS ¢6
HRHIME
Work Material 55400
IHELRE ; -
Drilling Speed 40m/min (2,1723min")
'i:%ngE 382mm/min(0.18mm/rev) ‘ .
REE 18mm(3D1ED) =
Depth of Holes (Blind) \ \ e
] KA {3 A Competitor A ‘ ‘
Coolant Water Soluble _
{13t B competitor B ‘ ;Bﬁgfkage
i
ﬂ‘l’,*i © Competitor C ‘ ‘ ‘ ‘ Brefkage
500 1,000 1,500 2,000 2,500 3,000
AIIITEL  Number of Holes
ESs10C ftb#t A Competitor A fth#t B Competitor B fth#t C Competitor C
————
EHTR NEXUS-GDS ¢6 o
WEIE .
Work Material sioc
BIHELRE ; .
Drilling Speed 40m/min (2,123min")
Faod 382mm/min(0.18mm/rev) EHEE  Wear Amount
TURSE 18mm(3D LED) 8207 T
Deptlfu—of Holes (Blind) (Finished at 820 holes) @0 i QLU
SIHIRE KB ETIEHE
Coolant Non-Water Soluble
I 1,2309%

Number of Holes

(Holes)
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The flank wear on the NEXUS Drill was minimal, making it possible to continue drilling! Margin wear was approximately half that of the competitor’s drill!

Processing Data

IS E

Flank

E#E= [mm]

Wear Amount

NEA<—I
Margin

BIKLE

Flute Face

ﬂi’.?iﬁ': Competitor

WIS E

Flank

E3E [mm]

Wear Amount

1m*in=u Competitor

HESUS304L

ERTR NEXUS-GDR ¢2.7
RHIH S

Work Material SUS304L

SIHEE ; -
Driling Speed 16.9m/min (1,993min")
EDRE i

Fosd 100mm/min(0.05mm/rev)
TURS 7mm(2.6D1ED)

Depth of Holes (Blind)

SIHIRA] KA YIHHE]

Coolant Water Soluble

I 1,0009%

Number of Holes (Holes)

{5 At AR TR

Machine Horizontal Machine
ESUS304L

BHIR NEXUS-GDR ¢5.6
WHIHE

Work Material SUS304L

CIHIEE ; .
Drilling Speed 15.8m/min (898min)
EDRE i

";eed 144mm/min(0.16mm/rev)
TURS 14.6mm(2.6D1Eb)
Depth of Holes (Blind)

SIHIRE KA LI EIRF

Coolant Water Soluble

I 1,0009%

Number of Holes (Holes)

{58 AR TR AR

Machine Horizontal Machine

NE<—I
Margin

BIKLE

Flute Face
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NEXUS-GDS
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TF=I7EyMATR
Four Facet point 2

$Ds

O E N R ]
Tool Material HSSE
OxmuLE WDI® 3—h
Surface Treatment WDI® Coating
O RHIRE h8 (1004 M 1&VH4 X130 ~-0.015mm)
Drill Diameter Torelance The drill diameter tolerance is 0 ~ -0.015 is for sizes of 0.01mm increments.
B{iI:mm Unitmm
Y—JLNo. e BR | 2R |Yn/iB|Sinf | EEE | REE ¥—)UNo. LR BR | 2R (UrViR | Sinf| R | SR
EDP NO. Dc 2 L Ds a’ | Stock | (Yen) EDP NO. Dc 2 L Ds a” | Stock | (Yen)
8650100 1 6| 38| 3 |140| A 808 8650459 459 (24 | 68| 6 |120| A |1,780
8650150 1.5 9 | 41 3 [140| A 800 8650463 463 | 24 | 68| 6 |120| A |1,780
8650180 1.8 11| 43| 3 |140| A 944 8650500 5 26 | 70| 6 |120| A | 1,400
8650181 181 | 11 | 43| 3 |140| A |1,100 8650510 5.1 26| 70| 6 |120| A | 1,400
8650183 1.83 | 11 | 43| 3 |140| A |1,100 8650520 5.2 26 | 70| 6 |120| A | 1,620
8650200 2 12 | 44| 3 |130| A 792 8650548 548 28 | 72| 6 |120| A |2,080
8650211 2.11 | 12| 44| 3 |130| A |1,100 8650550 5.5 28| 72| 6 |120| A | 1,620
8650213 2.13 | 13 | 45| 3 |130| A |1,100 8650600 6 28| 72| 6 |120| A | 1,850
8650228 228 | 13| 45| 3 |130| A |1,100 8650680 6.8 34| 78| 8 |120| A | 2,380
8650230 2.3 13| 45| 3 |130| A 920 8650690 6.9 34| 78| 8 |120| A | 2,380
8650238 238 | 14| 46| 3 |130| A |1,100 8650700 7 34| 78| 8 |120| A | 2,240
8650240 2.4 14 | 46| 3 |130| A 920 8650734 734 | 34 | 78| 8 |120| A |2830
8650250 2.5 14| 46| 3 |130| A 792 8650738 738 34 | 78| 8 [120| A |2830
8650260 2.6 14 | 46| 3 |130| A 882 8650800 8 37 | 81 8 |[120| A | 2,560
8650276 276 | 16 | 48| 3 |130| A |1,0680 8650850 8.5 37| 87|10 |120| A |2,720
8650278 2.78 | 16 | 48| 3 |130| A |1,060 8650860 8.6 40 | 90| 10 120 A |2,720
8650280 2.8 16 | 48| 3 |130| A 882 8650880 8.8 40 | 90| 10 | 120, A |3,360
8650300 3 16 | 48| 3 |130| A 736 8650900 9 40 | 90| 10 120, A |2,830
8650320 3.2 18| BO| 4 |130| A 920 8650918 9.18 | 40 | 90| 10 [120| A [4,330
8650325 325 | 18 | 50| 4 [130| A 966 8650920 9.2 40 | 90| 10 | 120, A |3,750
8650330 3.3 18| BO| 4 |130| A 920 8650924 924 40 | 90| 10 [120| A [4,330
8650340 3.4 20 | 52| 4 |130| A 920 8650934 9.34 | 40 | 90| 10 |120| A [4,330
8650350 3.5 20 | 52| 4 |130| A 920 8650936 9.36 40 | 90| 10 [120| A [4,330
8650365 365 20 | 52| 4 |[130| A |1,170 8651000 | 10 43 | 93|10 120, A |3,580
8650367 367 |20 | 52| 4 |130| A |1,280 8651030 | 10.3 43 |100| 12 | 120, A 4,730
8650400 4 22 | 54| 4 |130| A 995 8651040 | 10.4 43 |100| 12 |120| A 4,730
8650420 4.2 22 | 66| 6 |120| A |1,200 8651050 | 10.5 43 |100| 12 | 120, A 4,340
8650430 4.3 24 | 68| 6 |120| A | 1,320 8651100 | 11 47 (104 | 12 120, A |4,490
8650450 4.5 24 | 68| 6 |120| A |1,200 8651200 | 12 51 |108 | 12 |120| A |5,380
Z-REBVOFHRBEMICFRETT, A=1Z#7%ESR A= Standard stock item.

Different diameters and lengths are available as specials.
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Dimensions
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NEXUS-GDR
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Tool Material HSSE
OxmLE WDI® a—k

Surface Treatment WDI® Coating
s EHrEE hg

Drill Diameter Torelance

Bfi:mm Unitmm

Y—JUNo. e BR | 2R |YrV/R | Sinf | EEE | REE ¥—)UNo. A BR | 2R |UrVoR | STinf | EEE | REE

EDP NO. Dc 2 L Ds a’ | Stock | (Yen) EDP NO. Dc 2 L Ds a” | Stock | (Yen)
8655200 2 24| 56| 3 |130| A 910 8655550 5.5 57101 6 (120, A |1,870
8655230 2.3 27| 59| 3 |130| A |1,060 8655600 6 57101 6 (120, A 2,130
8655250 2.5 30| 62| 3 |130| A 910 8655680 6.8 69(113| 8 |120| A |2,720
8655260 2.6 30| 62| 3 |130| A | 1,020 8655690 6.9 69(113| 8 |120| A |2,720
8655280 2.8 33| 65| 3 |130| A |1,020 8655700 7 69(113| 8 |120| A |2560
8655300 3 33| 65| 3 |130| A 846 8655800 8 75(119| 8 |120| A |2,.950
8655330 3.3 36| 68| 4 |130| A |1,060 8655850 8.5 75/125| 10 |120| A [3,130
8655340 3.4 39| 71 4 (130 A |1,060 8655860 8.6 81(131| 10 |120| A |3,130
8655350 3.5 39| 71 4 [130| A |1,060 8655880 8.8 81(131| 10 |120| A |3,880
8655400 4 43| 75| 4 |130| A |1,160 8655900 9 81(131| 10 |120| A |3,240
8655420 4.2 43| 87| 6 |120| A | 1,390 8656000 | 10 87(137| 10 |120| A (4,110
8655430 4.3 47| 91 6 [120| A |1,510 8656030 | 10.3 87|144| 12 [120| A |5410
8655450 4.5 47| 91 6 (120 A |1,390 8656040 | 10.4 87144 | 12 |120| A |5410
8655500 5 52| 96| 6 |120| A | 1,610 8656050 | 10.5 87144 | 12 [120| A |4,980
8655510 5.1 52| 96| 6 |120| A |1,610 8656100 | 11 94151 | 12 |120| A |5,160
8655520 5.2 52| 96| 6 |120| A | 1,870 8656200 | 12 101|158 | 12 (120, A |6,200

B -REEVOFGHBOMIETFIRETT,
Different diameters and lengths are available as specials.

A=1Z#7EM A= Standard stock item.
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NEXUS-GDS - NEXUS-GDR

ATV STANLESS STEELS FIL==r1 | PIVEZIL -
= = :
REIH ISR | mbELR | EE | SEEW | o
WORK MATERIAL FERRITIC PRECIPITATION ALUMINUM ALLOY CASTINGS COPPER ALLOY
SUS430-405 | SUS630-631 | A5052:7075 AC4C-ADC C1020-2600
DHEEEE 110-15m/mins| 16~26m/min | 15~25m/min | 15~30m/min | 10~20m/min | 32~63m/min [53~100m/min| 40~60m/min | 40~60m/min
X OEmRE (XD E |OhRE | ZDE |DERE | ZDE |RERE | ZDE |BERE | XDE (EERE | XDE |DGRE | XD |DhRE | XD E | DhRE | XDhE
DRILLDIA. | SPEED [FEEDRATE| SPEED |FEEDRATE| SPEED |FEED RATE| SPEED [FEEDRATE| SPEED |FEED RATE| SPEED |FEEDRATE| SPEED |FEEDRATE| SPEED [FEEDRATE| SPEED |FEEDRATE
(mm) (min™) [(mm/rev)| (min=) |(mm/rev)| (min=) |(mm/rev)] (min=) |(mm/rev)| (min=) |(mm/rev)| (min=) [(mm/rev)| (min™) [(mm/rev)| (min=) [(mm/rev)] (min") |(mm/rev)
001~ 002~ 001~ 001~ 001~ 0.02 ~ 0.02 ~ 001~ 0.02~
1 4,460 0018 6,370 0,04 6.370 002 7.000 0.03 4770 0,03 15,000 006 25,000 006 15,920 003 15,920 005
0.02 ~ 0.05~ 0.02~ 0.03~ 0.03~ 0.04 ~ 0.04 ~ 0.04~ 0.06~
2 2,230 0,036 3,180 0,07 3,180 0.04 3,500 0.05 2,390 0.05 8,000 012 10,000 012 7.960 006 7960 009
0.03~ 0.06 ~ 0.03~ 0.04 ~ 0.04 ~ 0.06 ~ 0.06 ~ 0.06~ 01~
3 1,490 0054 2,120 009 2,120 006 2,330 006 1,590 006 5,300 018 6,700 018 5310 009 5310 013
0.04 ~ 0.08 ~ 0.04~ 0.06 ~ 006~ 0.08~ 0.08~ 0.08~ 0.11~
4 1,030 008 1,590 012 1,590 008 1,750 008 1,190 008 4,000 024 6,400 004 3,980 011 3,980 015
0.05~ 01 ~ 0.05~ 0.08~ 008~ 01 ~ 0.1 ~ 01 ~ 0.12~
5 830 01 1,270 015 1,270 0l 1,400 01 950 0] 3,200 03 5,000 03 3,180 013 3,180 018
0.06 ~ 0.12~ 0.06~ 0.09~ 0.09 ~ 0.12~ 0.12~ 0.12~ 0.13~
6 690 012 1,060 018 1,060 012 1,170 012 800 0.12 2,700 0.36 4,200 036 2,650 015 2,650 019
0.08 ~ 0.16 ~ 0.08~ 0.12~ 012~ 0.16 ~ 0.16 ~ 0.16~ 0.17~
8 480 016 800 024 800 016 880 016 600 016 2,000 045 3,200 045 1,990 02 1,990 024
0.10~ 02 ~ 0.1 ~ 0.15~ 0.15~ 02 ~ 02 ~ 02 ~ 02 ~
10 380 02 640 028 640 02 700 02 480 02 1,600 055 2,500 055 1,590 025 1,590 028
012~ 0.24 ~ 0.12~ 0.18~ 0.18~ 0.24 ~ 0.24 ~ 0.24~ 0.24~
12 320 024 530 034 530 024 580 024 400 024 1,360 066 2,100 066 1,330 03 1,330 034
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. RRSHERDAMEEBZIBAIE. ATy TR ET>TFEL,

. AR EIEER £ - A RERI0EEBABIVLY 30 DRRYIEIEE#20% TIF TTFEWY,

L AT LAOBERESICLY, JEIMAETIRAPHUETOT RRICLY, THIRE, %V =
FRABLTIHEATEV, (CHEMATICMIl sheetDF 19 7% Lo TH>TFEL,)

¥ NUNERDSKE B EMIBICRETHTHBSLE BN BE DY CTHRBICORSY

EFTOT HRYFEREOTETMILTTEL,

~Noos WD~

D :drill dia
('Wﬁimﬁﬂ@ 4DLTF 5D 6DIUTF
Drilling depth =4D =5D =6D
BHIERE N 728
Coefficient for reducing speed x0.9 x0.8 x0.8

M\ mecBBOLER I

1. The indicated speeds and feeds are for drilling with water soluble coolant.

2. The most suitable cutting fluid is water-emulsifiable high density oil (less
than 10 times dilution)

3. When drilling cast surface and black (ie.not ground surface), reduce drilling
speed by 20% .

4. For drilling depth>3D.reduce drilling speed (using the table below).

5. Step feeding is required for drilling depth>4D.

6. When using non-water soluble coolant or water-emulsifiable (over 10 times
dilution), reduce the drilling speed by 20% .

7. The machineability of stainless steels may vary depending on the type and
hardness. Therefore, adjust the cutting speed and the feed rate to suit the
conditions. (Be sure to check the Mill Sheet before use.)

% The larger the drill diameter, the higher the milling temperature generated
during machining, which can lead to fusing and deterioration of the
shape of the cutting chips. Therefore, use a setting that is lower than the
recommended cutting speed.

&Safe use of cutting tools

O E4EMTAMIG BT AERIBEINT. 4 OREH BERIBIRELLS. ELICHERAEHRIELT
THN—REAS 2 REWEEERLTTE, Tau,

O T IFEF TEIhELNTTEL, OTEICEFEMALNTTE,

O KT URF TEIDEHNTTEL, OMTHICTROTHERBET T,

O L EDINMH B 75 AEFRIEL TV,

@Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear
shoes during operation. any strange cutting sounds.

@Do not touch cutting edges with bare hands.  @Do not modify tools.

@Do not touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check
will be hot after cutting. dimensions to ensure proper selection.

@Stop cutting when the tool becomes dull.

QHRBIIOVTIE, BIHR -HRET>THYETOT. FE&L<FH2OT
BRAREZEETIHAPHIET,

ES it T442-8543 EHMEZ]IITH AT » E3-22 ©(0533)82-1111 FAX(0533)82-1131
WEPEZES T143-0025 RREAMHXAEFIA3-25-4 ©(03)5709-4501 FAX(03)5709-4515
hEfEHEE T465-0058 B HEMZRX HAM1-9 ©(052)703-6131 FAX(052)703-7775
FEEPEEE TH50-0013 AR M HE K # A 2-18-2 o(06)6538-3880 FAX(06)6538-3879
ENHT(0144)31-6080 NEF®(042)645-5406 & H®(0566)77-2366 I [E7(087)868-4003
1l £2(022)390-9701 JIl A7(048)294-3951 #HE®(052)703-6131 [k B®(082)503-0205
#BSOH0Z (018)896-1421 T FE(04)7164-4811 I £7(058)259-6055 A M&(092)504-1211
# 1L7(024)991-7485  ZES0HOT(0294)24-4565 = =E®(0594)25-2212  #1MS0HE(093)474-5485
# 828(025)286-9503 RB(03)5709-4501 RT(076)268-0830  #AS0HOT(096)331-3570
+ MH7.(0268)28-7381 AT (046)296-1380 #®(077)553-2012  FHAWET(03)5709-4501
;| /1(0266)58-0152 f7(054)283-6651 BRZ8(06)6747-7041 RHAWED(052)703-6131
® E2(0270)40-5855 AT (053)461-1121 FT(078)927-8212  EFAWET(06)6538-3880
FHE(028)651-2720 JII72(0533)92-1501 1Li72(086)241-0411

........... 0120-41-5987 YilL0 ™

0533-82-1134 hp-info@osg.co.jp
FRIX—ILTHI>

E-mail CRIMESRE SBILET.
A=ROE https://www.0sg.co.jp/products/club/index.php

(ZDfthd &48E%KF---> E-mail:cs-info@osg.co.jp
[ h—LRX— http://www.osg.co.jp/ ]
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@ Tool specifications subject to change without notice
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