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High Reliability and
Proven Performance
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s NEW SUPER DRILL
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Deep boring up to 15 times diameter !

SUPER DRILL was put on the market by
SHOWA TOOL CO.

Since that time, it was continuously improved
through in-the-field experiences. In responce to
customer's demands, NEW SUPER DRILL has
been developed to increase its flexibility,
employing a modular system. The basic set
consists of a head and a shank. And, extension
arbors are added for deeper holes. SUPER
DRILL's ease-of-use is further enhanced by this
modular construction.
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Single Pass, precision boring of 50mm-270mm diameters
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No center drilling or pilot hole required. Super Drill's
built-in center drill acts as an axis for precision drilling.
New Super drill is available in 10 standard head sizes,
Ai1s-55, A2-65, B-80, C-100, D-120, E-150, F-180, G-210,
H-240 and 1-270, for drilling 50mm to 270mm diameters.

Specialty of deep hole drilling
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Combination of roughing and finishing blades form small
chips, providing efficient chip removal. No pecking or
dwelling required, even for deep holes.

Able to drill even in hard metals
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New Super Drill cutting blades are manufactured from
sintered HSS, providing excellent drilling performance
even in hard metals.
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Reusable blades and center drill
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The cutting edge of New Super Drill consists of a center drill, a roughing(R) blade and a
finishing(S) blade. Different diameter of holes can be bored by changing blades within the
capacity of each drill holder.

The blades and center drill can be resharpened which reduces tool cost.
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Re-sharpening fixture
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RIGRF)-SHUE EFF)EBHE A pair of roughing and finishing SYTIVIR—IVEBIRETHERDIE  Oil ring is used to supply coolant
DB EINERMGITREATS  ades. can be resharpened AlCREBSmAELTERALE  hrough the drill in rotational
utilizing the resharpening fixture applications.
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In case of through hole drilling, the
drill may vibrate immediately
before breaking through, depend-
ing on hole diameter, cutting
speed and feed rate, and rigidity
of the machine spindle. This can
result in damage of the cutting
blades. Using T/C guides when
boring through holes will minimize
vibration and help prevent tool
damage.
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to the same height.
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) ® Grind the center drill to the
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Easy Assembly, Flexible for Various Applications

—-— A v ()

o “ >33 7—)\ Morse taper shank (Standard
EgER A R IORFTvav7—N p ( )

Standard head Extension arbor
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Morse taper shank (for oil hole holder)
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Flat head Straight shank (for milling chuck)
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Straight shank (for turret lathe)
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X) - SEHN (HLIFX) OIEEDOYIHINZHEIITD roughing(R) blade, a finishing(S) blade and a center drill.
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(Dinsert the center drill in the center of the head.

(@cClamp the roughing(R) blade in the seat marked with -, The inside edge of the
roughing blade must contact tightly against the side slot of the center drill, to
prevent the center drill turning free.

(®Clamp the finishing(S) blade in the seat marked S.
@Finaly, tighten the center drill setting screw.
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Za1—RX—/)\—RUJLYJHISFE Guide Values for New Super Drill

BlERE (min?)  YIHBXD (mmirev.)

Speed Feed
DIN | 42CrMo4 CK35-55 ST
V[ USA]atao T gy g | e g AN
JIS | SCM440 $35C-55C $25C ss SK3 SKD11 FC25-40 sUS27

pilINEES EEE  |ED | B |ED | BEEH |ED | EEH XD | BEEH XD | BEEM (XD | EEM XD | BEEM O |ED | EEHM |XED
Dia. Speed |Feed| Speed |Feed| Speed [Feed| Speed |Feed| Speed |Feed| Speed |Feed| Speed |Feed| Speed |Feed| Speed |Feed
50-60 160-180 |01 | 160-180 |0} | 190-210 |0} | 210-240 |0} | 80-90 70-80 140-150 |0.15 7590 |0.06 450-500 015
60-70 140-160 [215[ 150-160 [%15{ 170-190 [915] 190-210 [9-18] go-g5 55-70 120-140 [925] 6075 [012f 400450 (025
70-80 110-140 120-140 155-170 170-190 70-80 50-55 100-120 55-70 350-400
80-90 100-120 110-120 140-155 155-170 60-70 [0.08| 4550 |0.06| 90-100 50-60 300-350
90-100 | 0110 %! | 100-110 125-140 %1 | 140155 5560 l015| 4050 |01 | 8090 %15 4550 |96 300330 |05
100-110 80-100 {9-18| 90-100 110-125 |0.18 | 130-140 50-55 35-40 70-80 |0.35| 40-45 |0.13] 280-300 (0-35
110-120 70-90 80-90 100-110 120-130 45-50 30-35 65-70 35-40 250-290
120-130 70-80 70-80 90-100 105-120 40-45 30-35 60-65 30-35 230-250
130-140 65-70 65-70 80-90 90-100 35-40 25-30 50-60 25-30 200-230
140-150 50-60 50-60 75-80 80-90 30-35 25-30 40-50 20-30 180-200
150-160 50-60 50-60 70-75 75-85 25-35 20-25 35-45 20-25 170-180
160-170 | 50-60 5060 |%% 65.70 7080 [%1 | 2530 2025 35-45 15-25 160-170
170-180 45-50 4550 |012] 60-65 65-75 |015] 2530 20-25 35-40 15-25 150-160
180-190 45-50 45-50 60-65 60-70 20-30 20-25 30-40 15-25 140-150
190-200 40-45 0.?6 45-50 55-60 0.?6 60-65 20-25 0.96 15-20 0.?5 30-40 0.30 15-20 0.?6 135-140 0.35
200-210 40-45 |015| 40-45 55-60 |0.16| 55-65 20-25 |015| 1520 |01 | 30-35 |025| 10-20 |02 130-135 |0.2
210-220 40-45 40-45 50-55 55-60 15-25 15-20 25-35 10-20 120-130
220-230 35-40 40-45 50-55 50-60 15-20 15-20 25-35 10-20 115-120
230-240 35-40 35-40 45-50 50-55 15-20 15-20 25-30 10-20 110-115
240-250 30-35 35-40 45-50 45-55 15-20 15-20 25-30 10-20 105-110
250-260 30-35 30-35 45-50 45-50 15-20 15-20 20-25 10-20 100-110
260-270 30-35 30-35 40-45 40-50 15-20 10-15 20-25 10-15 100-110
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NOTE : Reduce drill speed by 30%~50% in case of quenched and tempered Chromoly,
structural steel, etc. depending on their hardness.

Za1—Z—/\—RUJLYIEIINII>—%2R  New Super Drill Drilling Data

1BE # B Material S50C 1BEH # B Material S50C
Nominal | I | EIEE IHERE  Ccut.speed 20m/min Nominal | I | EE IMIEE  Cut.speed 20m/min
: BIEL ™" Sjeet] EIRIED  Feed 0.15 ; i || S HIHIED  Feed 0.15
154 ) e us gom)| GEEAGW | A5 RS M) | ) b2 )| STEIEAGW) | XX RN
Cut.torque Cut.power Thrust force Cut.torque Cut.power Thrust force
50 127 0.17 2.2 4.8 185 34 1.57 5.8 14.4
AL 55 116 0.20 2.3 5.2 190 34 1.64 5.9 14.7
A2-55~65 60 106 0.23 2.5 5.6 195 33 1.72 6.0 15.1
65 98 0.26 2.6 6.0 G-180~210 200 32 1.79 6.1 15.4
70 91 0.30 2.8 6.4 205 31 1.87 6.2 15.7
B-65~80 75 85 0.33 2.9 6.8 210 30 1.95 6.3 16.0
80 80 0.37 3.1 7.2 215 30 2.03 6.4 16.3
85 75 0.41 3.2 7.5 220 29 2.11 6.5 16.6
C-80~100 90 71 0.46 3.4 7.9 225 28 2.19 6.7 17.0
95 67 0.50 3.5 8.3 H-210~240 230 28 2.28 6.8 17.3
100 64 0.55 3.6 8.6 235 27 2.36 6.9 17.6
105 61 0.60 3.8 9.0 240 27 2.45 7.0 17.9
— 110 58 0.64 3.9 9.3 245 26 2.54 7.1 18.2
D-100~120 115 55 0.70 4.0 9.7 250 25 2.63 7.2 185
120 53 0.75 4.2 10.0 255 25 2.72 7.3 18.8
125 51 0.80 4.3 10.4 b= 260 24 2.81 7.4 19.1
130 49 0.86 4.4 10.7 265 24 2.90 15 19.4
135 47 0.92 4.6 11.1 270 24 3.00 7.6 19.7
E-120~150 140 45 0.97 4.7 11.4
145 44 1.03 4.8 11.8
150 42 1.10 4.9 12.1
155 41 1.16 5.0 12.4
160 40 1.22 5.2 12.8 AR ERABECTT . RUILINTRERZEE I Dlcth. FAREDE0%LL L RIAD
F-150~180 165 39 1.29 5.3 13.1 DI CTERATEL,
170 37 1.36 5.4 13.4 NOTE : The above values are not ones measured in actual drilling. It is recommended to use
175 36 1.43 5.5 137 New Super Drill on a machine having 50% or more bigger capacity than these
180 85 1.50 5.6 14.1 values for efficient drilling.




