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Refer to under table
直径公差

Tolerance on dia.

Carbide Oil Hole Non Step Borer 40D

Normal Helix Integral No.
Shank

CarbideDrilling

&XWWLQJ�&RQGLWLRQV

E36โణ
ඞଉᅳ40WHNSB -TH

Manufacturer stocked items.

Mild steel Carbon
steel

Alloy steel Heat-treated 
steel

Tool steel
Stainless

steel

Hardened steel
Item code End (mm)

Applicable work material Re-grinding compatibility range

Cast iron
Ductile

cast iron
Heat-resistant
steel, Ti alloy

Aluminum
alloy

Copper
alloy

Size (mm) Size (mm)

Item code Item codeStock Stock
Tool
dia.
DC

Tool
dia.
DC

Flute
length

Flute
length

Overall
length
LF

Overall
length
LF

Shank
dia.

DCONMS
Shank

dia.
DCONMS

Stocked by specified distributor. Contact with our sales department.

LF

D
C

D
C

O
N

M
S

Plane, S-X thinning

For products with tool dimensions other than listed items, separate consultation is needed. Please contact our sales office.

h8 for diameters of 2.5 to 3.0, 3.5, 4.0, 4.5, 5.0, 5.5, 6.0, 6.5, 7.0, 7.5, 8.0, 8.5, 9.0 and 10.0 
For other items, the diameter tolerance will be as in the table below.

Table of Tolerance on tool dia.

DC DC
(mm)



Non Step Borer
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Drills

Refer to under table
直径公差

Tolerance on dia.

Carbide Oil Hole Non Step Borer 50D

Normal Helix Integral No.
Shank

CarbideDrilling

&XWWLQJ�&RQGLWLRQV

E36โణ
ඞଉᅳ50WHNSB -TH

Mild steel Carbon
steel

Alloy steel Heat-treated 
steel

Tool steel
Stainless

steel

Hardened steel
Item code End (mm)

Applicable work material Re-grinding compatibility range

Cast iron
Ductile

cast iron
Heat-resistant
steel, Ti alloy

Aluminum
alloy

Copper
alloy

Size (mm) Size (mm)

Item code Item codeStock Stock
Tool
dia.
DC

Tool
dia.
DC

Flute
length

Flute
length

Overall
length
LF

Overall
length
LF

Shank
dia.

DCONMS
Shank

dia.
DCONMS

Plane, S-X thinning LF

D
C

D
C
O
N
M
S

For products with tool dimensions other than listed items, separate consultation is needed. Please contact our sales office.

h8 for diameters of 2.5 to 3.0, 3.5, 4.0, 4.5, 5.0, 5.5, 6.0, 6.5, 7.0, 7.5 and 8.0 For other items, 
the diameter tolerance will be as in the table below.

Table of Tolerance on tool dia.

DC DC
(mm)



E36

Carbide Oil Hole Non Step Borer 40 50D

Recommended cutting conditions

Work material

Structural steels Alloy steels Tool steels

Cutting speed vc (m/min)

Tool dia.
n

(min-1)
f

(mm/rev)
vf

(mm/min)
n

(min-1)
f

(mm/rev)
vf

(mm/min)
n

(min-1)
f

(mm/rev)
vf

(mm/min)

Work material Tool steels, Pre-hardened steels Stainless steels Cast irons, Ductile cast irons

Cutting speed vc (m/min)

Tool dia.
n

(min-1)
f

(mm/rev)
vf

(mm/min)
n

(min-1)
f

(mm/rev)
vf

(mm/min)
n

(min-1)
f

(mm/rev)
vf

(mm/min)

●The cutting conditions provided in the Recommended Cutting Conditions table are guidelines. For actual machining, adjust conditions based on machining shape, purpose, and machine type. 
●When changing the tool, use a collet free of flaws and stains. Attach the tool securely so that the runout is 0.02 mm or less. 
●Make sure the workpiece is gripped firmly to prevent deformation, deflection, and vibration.
●We recommend using coolant when machining stainless steels, aluminum alloys, or hardened steels of 40HRC or greater. 
●The cutting conditions assume use of water-soluble cutting fluid diluted not more than 20-fold (5%). If the cutting fluid is diluted more than 20-fold, reduce the cutting speed to the lowest in the
  specified range. If the tool diameter is φ5.0 or less, coolant pressure should be at least 2.0 MPa. If the tool diameter exceeds φ5.0, coolant pressure should be at least 1.5 MPa.
●For mist machining, depending on tool spray rate and actual conditions, you may need to reduce cutting speed.
●If you are using oil-based cutting fluid, set the cutting speed below the lowest value of the specified range. Watch for and take adequate steps to avoid fire or smoke generation due to 
  overheating of the tool and chips.



Non Step Borer

E37

Drills

Drilling of pilot hole (guide hole) (05WHNSB-TH)1
Hole depth tool diameter 5 times

Machining diameter
40~50WHNSB-TH diameter 0~+0.03mm

High-speed revolution for drilling feed (40~50WHNSB-TH)3

Machining completion4

      After confirming that the revolution speed is increasing at the specified rate, start feeding. 

n
      Withdraw the tool at low speed. (n=0~500 min-1)

Leading to the guide hole at low speed (n=0~200 min-1)
n

Stop feed 2.0~5.0 mm before the end of the guide hole.

2 Supplying coolant during low-speed revolution (40~50WHNSB-TH)

Drilling Method

●To improve guiding characteristics, we recommend using 05WHNSB (as a guide, hole depth = diameter × 5) for the guide hole.
  Example: For 05WHNSB0500-TH, hole depth = φ5.0 × 5 = 25 mm.
     Tools used:  guide: 05WHNSB0500-TH,  long: 50WHNSB0500-TH
●Intermediate machining with the 10-20WHNSB (as a guide, hole depth = diameter × 10 - 20) 
  before machining with the 40-50WHNSB will minimize hole bending and other problems.
  Example: Tools used:  Guide: 05WHNSB0500-TH, 

 Intermediate machining: 10WHNSB0500-TH, 
 Long: 50WHNSB0500-TH

●We recommend starting with step machining (starting with a step amount equal to diameter) to confirm there are no issues with coolant spray rate, cutting noise, chip evacuation, chip shape, 
  or the load meter.
●As a general rule, adjust the feed rate to the minimum value for intersecting holes and through holes.


