
AQDEXOH3F 3D
5D

High Accuracy - High Precision Drilling up to 5xD of Drill
AQUA Drills EX Oil-Hole 3 Flutes
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Super accurate drilling up 5xDiameter at speeds of 59.0 inches per minute (1500 mm/min)

Applicable work materials

0

Cutting force is small, and controls amount of oversize.

AQDEXOH3F5D Competitor
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Cutting condition

AQDEXOH3F
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Cutting length (m)

SS400 Wear after 105m (4100”) 

SUS304 Wear after 60m (2360”)

Hole enlargement Comparison of cutting force

AQDEXOH3F
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3D
5D
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High Precision drilling as deep as 5xD of drill.
High accuracy achieved at high feed rate with optimized 
cutting edge form and superior drilling balance of 3-flutes.
Multi-layered Aqua EX Coating (TiAlN + TiAlCr)
Anti-adhesive coating film for added lubrication

Tools Ø 
Speed
Feed

Ø6
400 SFM (120m/min)
59 IPM 1500mm/min (0.24mm/rev)

Carbon Steel (S50C)
Water Soluble
30mm - 1.2” (5D)

Work Material
Type of Coolant

Depth/Blind Hole
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Cast Irons

SUS304/SUS316 SUS420 FCD/FC

Hardened Steels Stainless SteelsStructural Steels

SS400

Carbon Steels

S45C/S50C

Hardened Steels
Mold Steels

30～40HRC 50～65HRC40～50HRC

Titanium Alloys
Nickel Alloys

Aluminum Alloys

AC/ADC

Copper Alloys

Cu

Pre-Hardened
Steels

Alloy Steels 

SCR/NAK

X X

XGreat Good Not Suitable

AQDEXOH3F
AQUA Drills EX Oil-Hole 3 Flutes

Cutting condition

Cutting condition
Tools Ø 
Speed
Feed

Ø6
328 SFM (100m/min)
50 IPM 1280mm/min (0.24mm/rev)

400 Stainless (SS400)
Water Soluble
30mm - 1.2” (5D)

Work Material
Type of Coolant

Depth/Blind Hole

Cutting conditionCutting condition
Tools Ø 
Speed
Feed

Ø6
164 SFM (50m/min)
18 IPM 480mm/min (0.18mm/rev)

304 Stainless (SUS304)
Water Soluble
30mm - 1.2” (5D)

Work Material
Type of Coolant
Depth/Blind Hole
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Streamline Process & Reduce Cycle Time

+ +

Cy
cl

e 
Ti

m
e 

(S
ec

s)

Process

Reamer

Drill

Center Drill
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Usual Process    AQDEXOH3F

:       Ø12 H7

:       20 mm

:       Carbon Steel 

Highly Precise Holes at High Feeds

Roundness Comparison

Tool Diameter                 :      Ø 12 mm
Hole Depth/Blind Hole   :      36 mm (1.4”)
Work Material                 :      SUS304
Cutting Fluid                    :      Water Soluble

Superior Hole Finish

AQDEXOH3F

AQDEXOH3F

AQUA Drills EX Oil-Hole 3 Flutes

2-Flute Drill AQDEXOH3F

Cutting Speed   :  150 SFM (45m/min)
Feed Speed       :  0.010 IPR - 12 IPM (300mm/min)
Roundness        :  14.5 µm

Cutting Speed  :  170 SFM (50m/min)
Feed Speed      :  0.017 IPR - 22 IPM (570mm/min)
Roundness       :  1.7 µm

Cutting Conditions

Center Drill ReamerDrill Drill AQDEXOH3F

Shortening of process
and processing time

Processing Efficiency Cutting Conditions

Usual Process

Diameter of Hole

Hole Depth

Work Material
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LIST 9826

Material       Coating    Helix      Tolerance Point Angle  Shank Tol.

AQDEXOH3F3D

Tolerance (js6)
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LIST 9820
AQDEXOH3F5D

Material       Coating    Helix      Tolerance Point Angle  Shank Tol.

Tolerance (js6)
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Aqua Drill EX 3-Flute - Standard Drilling Conditions
LIST 9826 AQDEXOH3F3D / List 9820 AQDEXOH3F5D

Note:
1) Adjust drilling conditions according to the rigidity of machine or work clamp state.
2) Use the table values as starting parameters. Adjust per your machine & set up as required.
3) Above table values are for drilling water soluble cutting fluid. For non-water soluble cutting fluid

reduce the RPM and feed rates by 20%
4) Use Internal Coolant. If drilling more than 3xD or 5xD use peck drill cycle (G83).
5) Peck Depth interval = 1xD

Formulas:
RPM=    SFM x 3.82 Feed rate(in/min): RPM x IPR

           Drill Dia.

 3    0.118    10,700  0.005  8,500   0.005     7,450     0.004        5,600    0.005   8,500    0.005     5,300  0.004   14,800     0.007
 4    0.157     8,000  0.006   6,400   0.006    5,600   0.005  4,200  0.007  6,400    0.006   4,000      0.006  11,200     0.009
 6    0.236     5,300  0.010   4,250   0.009    3,750   0.008  2,800  0.011  4,250    0.009   2,650      0.008   7,400    0.010
 8    0.315     4,000  0.013   3,200   0.013    2,800   0.011  2,100  0.015  3,200    0.013   2,000      0.011   5,600    0.013
10   0.394     3,200  0.016  2,550   0.016     2,250     0.014        1,700    0.018   2,550    0.016     1,600       0.014   4,500  0.016
12   0.472     2,650  0.019  2,100   0.019     1,850     0.017        1,400    0.022   2,100    0.019     1,350  0.016   3,700  0.019
14   0.551     2,250  0.020  1,800   0.020     1,600     0.016        1,200    0.022   1,800    0.019     1,150  0.016   3,200  0.022
16   0.630     2,000  0.022  1,600    0.022     1,400    0.019        1,050    0.025   1,600    0.022     1,000  0.019   2,200  0.032

  Cast Irons/
Carbon Steel 

Alloy Steels/Pre-Hardened   Mold Steels/Hardened  Hardened Steels  Cast Irons     Stainless Steel     Cast Aluminum
    (20-30 HRC)       Steels (30-40 HRC)         (40-50 HRC) (300-Series Stainless)  

325-330 SFM    260-265 SFM     225-230 SFM    170-175 SFM     260-265 SFM    160-165 SFM     260-400 SFM

  Metric     Decimal    RPM    Feed (IPR)    RPM    Feed (IPR)    RPM    Feed (IPR)    RPM    Feed (IPR)    RPM    Feed (IPR)    RPM    Feed (IPR)     RPM    Feed (IPR) 
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Work Material

Speed (SFM)
Drilling Diameter

AQDEXOH3F
Internal oil hole and three flutes 

provide high precision and great performance
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The Ultimate High Performance Carbide Drill

Extended Length up to10D Reach

AQDEXZOH5D
Coolant Thru 5D Flat Drill

AQDEXZR
Non-Coolant Thru Jobber Length Drill

AQDEXZOH3D
Coolant Thru 3D Flat Drill

AQDEXZ
Non-Coolant Thru Stub Length Drill

One drill does it all - Eliminates the need to use a “center drill” or “end mill” on inclined or curved surfaces.
True 180   flat cutting edges creates minimal exit burr in tubing & thin plates.
“Double Margin” for stable and precision drilling.

o

Ideally suited for flat bottom applications in the oil and gas,
automotive and general industries.

NEW
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