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Standard Drilling Condition for Coated HSS Drrills

AGESS | AG-ESS RUJL Ac-Ess Drills

1EIEF =Fi] 54 24 =- PIVEZULEE
P HEB JuN—rvm |RATVVAR Bk was
A1 SS400 S50C SCM440 NAK HPM | SKDB1 NAK HPM AB5052, C1100
Work Material | Structural Steels | Alloy Steels Mold Steels gtﬁﬁgg}si‘t’gﬁ; = Eggts I? - nFeCD4OO Aluminum Alloys
Carbon Steels Heat treated Steels | Hardened Steels Copper Alloys
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B EE# | XDRE | EEH | EXDRE | EEH | EXORE | BEH | EORE | EEE | EDRE | BN | EDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min?) | (mm/min) | (min!) | (mm/min) | (min!) |(mm/min)| (min!) |[(mm/min)| (min"") | (mm/min)| (min"!) | (mm/min)
1 12000 320 9000 200 6400 130 3800 60 15000 500 20000 700
2 7200 430 5600 280 3200 150 1900 70 8000 600 12000 960
3 4800 500 3700 330 2100 170 1300 90 5300 640 8000 | 1000
5 2900 450 2200 310 1300 160 760 80 3200 640 4800 960
t)J 8 1800 430 1400 300 800 150 480 80 2000 560 3000 840
‘E’U 10 1400 400 1100 280 640 140 380 78 1600 530 2400 800
12 1200 360 930 260 530 130 320 75 1300 480 2000 720
% 16 900 310 700 220 400 120 240 70 1000 400 1500 600
14: 20 720 290 560 220 320 110 190 65 800 400 1200 600
AGES I AG-ES RU)U Ac-Es Drills
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AR SS400 S50C SCM440 NAK HPM | SKD61 NAK HPM AB5052, C1100
Work Material | Structural Steels | Alloy Steels Mold Steels g;?rﬁg;sssg‘?js] ® Eggf ICrJonZCD4OO Aluminum Alloys
Carbon Steels Heat treated Steels| Hardened Steels Copper Alloys
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B O#% | ZDRE | EEH | EDEE | OEH | EXDRE | [EH | EDRE | [EH | XDRE | @EH | EXDERE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min'") [ (mm/min)| (min"") |(mm/min) | (min"") | (mm/min)| (min'") |(mm/min)| (min’") | (mm/min)| (min") |(mm/min)
1 12000 240 9000 160 6400 95 3800 50 15000 400 20000 550
2 7200 390 5600 255 3200 115 1900 60 8000 520 12000 800
3 4800 420 3700 280 2100 130 1300 70 5300 560 8000 840
5 2900 400 2200 280 1300 130 760 65 3200 560 4800 840
8 1800 360 1400 255 800 125 480 65 2000 480 3000 720
10 1400 330 1100 235 640 120 380 60 1600 440 2400 660
12 1200 300 930 210 530 110 320 60 1300 400 2000 600
16 900 270 700 190 400 95 240 50 1000 350 1500 520
20 720 240 560 170 320 95 190 50 800 320 1200 480
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1) Adjust drilling condition according to the rigidity of machine or work clamp
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The table values are for drilling with water soluble cutting fluid.

Provide sufficent amount cutting fluid to the cutting point and in the flute.
Reduce RPM and feed speeds by 20% for holes deeper than 3D or when
using non-water-soluble cutting fluids.

Use the table values for drilling depths under 3 X D.

When for hole depth more then 3 X D deep, add step seediing.

However, a work material and drilling condition to Chip removal may be
worse. In that case, add A even if drilling depth 3 X D is as follows.
AGESSL reduce the rotation to 75% and feed to 65% for table values of
AGESS.

In step feed, return to the entrance hole.

Step feed interval is about 0.5 ~ 1 X D. In small diameter and AGESSL,
about 0.2 ~0.5 X D.

Adjust the drill run out to 0.02mm or less.

Use a collet chuck, milling chuck.

After grinding please lower drilling condition.



