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DIAMOND PLATED
PRECISION HOLE SAWS

CATALOG OUTSIDE STANDARD TWIST DRILL
NUMBER DIAMETER SHANK SIZE OR PILOT SIZE

HS .500 1/2" 3/8" 1/8"
HS .750 3/4" 3/8" 1/8"
HS .875 7/8" 3/8" 1/4"

HS 1.000 1" 3/8" 1/4"
HS 1.250  11/4" 3/8" 1/4"
HS 1.500 11/2" 3/8" 1/4"
HS 1.750 13/4" 3/8" 1/4"
HS 2.000 2" 3/8" 1/4"
HS 2.250 21/4" 1/2" 1/4"
HS 2.500 21/2" 1/2" 1/4"
HS 2.750 23/4" 1/2" 1/4"
HS 3.000 3" 1/2" 1/4"
HS 4.000 4" 1/2" 1/4"
HS 5.000 5" 1/2" 1/4"

HOW TO ORDER
HS 2.000   3/8   x   UD    40-50

OUTSIDE DIAMETER: Shown as catalog number. Any size can be manufactured. Example:
HS 1.625 = 1.625" and tolerance can be held this needs to be
specified.

INSIDE DIAMETERS: I.D. Critical can be supplied. Order example: HS 1.625 I.D. = 1.625
I.D.

DRILL DEPTH: 2" standard. Other depths available.
SHANK: Standard shank length is 2". Other shank diameters available. Larger

shank diameters are always recommended for more stability and to
hold tolerances.

WALL THICKNESS: Standard .060 blank wall. Other thickness available.
PILOT: Unplated drill is standard. Pilot drill or rod can be diamond plated

and any size upon request.
SLOTS/WINDOWS: All hole saws are slotted and have windows.
GRIT SIZE: 40-60 is standard. Other sizes available.

Diamond Grit SizeShank SizeCatalog No.
Pilot Drill
UD = Unplated Drill (Standard)
PD = Diamond Plated Drill
UP = Unplated Pilot Rod
PP = Diamond Plated Pilot Rod
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SFPM/SPINDLE RPM CONVERSION TABLE

The following formula may be used to quickly calculate wheel speed:
SFPM = wheel speed in RPM x wheel diameter in inches x .262

SUPER ABRASIVES Safety
Safe operating practices must be part of every grinding wheel user’s op-

eration.

Before mounting the wheel, using a tachometer measure the spindle speed
directly on the wheel spindle. Speeds should never exceed the maximum
speed shown on the wheel on those established ANSI Safety Requirement
B7.1.

Ensure the mounting flanges, backplate or adapter supplied by the ma-
chine manufacturer are used and kept in good condition. ANSI Safety Re-
quirement B7.1 provides wheel mounting requirements. Always examine
the grinding wheel before starting to grind.

Ensure the correct wheel guard is in place before starting the wheel. Al-
low the wheel to come up to full operating speed before starting to grind.

Superabrasive wheels are expensive, but performance justifies the cost.
To obtain maximum performance from the superabrasive wheel, the pro-
cedures for the user’s operations must extend to what is done with the
wheel both before and after it’s actual use. The greatest efficiency and
lowest overall abrasive cost can be realized only if proven care and use
techniques become standard procedure.

Wheel Speeds
Never exceed the maximum operating speed marked on the superabrasive

wheel being used, Typical maximum operating speed by bond types are as
follows:
Maximum Operating Speeds (established by ANSI safety requirements B7.1)

Metal Bond Cut-off (steel center)
    Type 1A1R and 1A1RSS .... 16,000 SFPM
Metal Bond (all others) ........ 12,000 SFPM
Single Layered Products ....... 12,000 SFPM
Resin Bond ............................. 9,500 SFPM

The proceeding wheel speeds are the maximum safe speeds and not
necessarily the most efficient. Superabrasive diamond wheel operate
most effectively at speeds lower than the maximum. The following are
general recommendations. CBN Wheels in many cases are used effec-
tively on steels at higher speeds.

Recommended Operating Speeds

Metal Bond ................. 4,000 - 6,000 SFPM
Singled Layered Productions
    Diamond ................ 4,000 - 6,000 SFPM
    CBN ........................ 4,000 - 9,000 SFPM
Resin Bond ................. 4,000 - 6,000 SFPM

For dry applications use lower SFPM to reduce heat from grinding, for
wet applications use the higher SFPM.
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