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Standard Drilling Condition for Carbide Drills
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WREIA $5400 S50C FC250 | SCM440 NAK HPM | SKD61 NAK HPM Hardjned Stesls | FCD400 SUS304 SUS316
Work Material | Structural Steels Alloy Steels Mold Steels Cast Irone Stainless Steels
Carbon Steels Heat treated Steels | Hardened Steels
Cast Irons
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B EEs | XDERE | B | EDERE | EERE | EDRE | B | XORE | OEH | XDRE | EEH | XDEE
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)
2 12700 600 10500 480 5600 230 4000 140 9500 450 4800 140
3 8500 660 7000 540 3700 260 2650 160 6400 500 3200 150
5 5100 660 4100 540 2200 260 1600 160 3800 500 1900 150
8 3200 660 2600 540 1400 260 1000 160 2400 500 1200 150
10 2550 630 2100 510 1100 250 800 150 1900 470 950 140
12 2100 600 1700 480 950 230 650 140 1600 440 800 130
16 1600 550 1300 440 700 210 500 130 1200 410 600 120
ENRsE(Y  High-Speed Condition
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) SS400 S50C FC250 | SCM440 NAK HPM | SKD61 NAK HPM DB Sl FCD400
Work Material | Structural Steels Alloy Steels Mold Steels Cast Irone
ggrstﬁpoﬁéeels Heat treated Steels Hardened Steels
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B Bk EDERE [EIE e EDEE [Ekre3d EDEE [ElERE8 EDRE [ElERE EDRE
Drill Dia. 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)
2 19100 900 15900 750 8000 330 6400 230 14000 670
3 12700 1000 10500 830 5300 370 4250 260 9500 750
5 7600 1000 6400 830 3200 370 2550 260 5700 750
8 4800 1000 4000 830 2000 370 1600 260 3600 750
10 3800 940 3200 790 1600 350 1250 240 2900 710
12 3200 890 2650 750 1300 330 1050 230 2400 670
16 2400 820 2000 690 1000 300 800 210 1800 620
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JLFSEE  Conventional Condition
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REI $5400 S50C FC250 | SCM440 NAK HPM | SKDB1 NAK HPM I'-|_Jarde2ned Stesls | FCD400 SUS304 SUS316
Work Material | Structural Steels Alloy Steels Mold Steels Cast Irone Stainless Steels
Carbon Steels Heat treated Steels | Hardened Steels
Cast Irons
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
2 12700 530 10500 430 5600 200 4000 130 9500 400 4800 130
3 8500 590 7000 480 3700 220 2650 140 6400 440 3200 140
5 5100 590 4100 480 2200 220 1600 140 3800 440 1900 140
8 3200 590 2600 480 1400 220 1000 140 2400 440 1200 140
10 2550 560 2100 460 1100 210 800 140 1900 420 950 130
12 2100 530 1700 430 950 200 650 130 1600 400 800 120
16 1600 490 1300 390 700 180 500 120 1200 370 600 110
ENRSEH  High-Speed Condition
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. i BEH FUN— K R 5951 L
#HI# | SS400'S50C FC250 | SCM440 NAK HPM | SKDB1 NAK HPM e FCD400
Work Material | Structural Steels Alloy Steels Mold Steels Cast Irone
ggrstﬁpoﬁéems Heat treated Steels Hardened Steels
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
2 19100 790 15900 660 8000 290 6400 210 14000 590
3 12700 880 10500 730 5300 320 4250 230 9500 660
5 7600 880 6400 730 3200 320 2550 230 5700 660
8 4800 880 4000 730 2000 320 1600 230 3600 660
10 3800 840 3200 700 1600 300 1250 220 2900 630
12 3200 790 2650 660 1300 280 1050 210 2400 600
16 2400 730 2000 610 1000 260 800 190 1800 550
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Attention on using the milling condition tables

1. Utilize the standard milling conditions shown in the catalogs just as the
general guide, when starting operation.

2. Adjust milling condition when unusual vibration, different sound occur by

ZEBELTLIRE, cutting.
3. CEROEMOESLERNEETHIEAHIOZEULEVEEF. RELEHT 3. When using low speed machines, use the maximum speed and adjust the
CEALEEV. Z0BE. EDREDEIULETRIF T LS, feed rate.
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4) RKBHEEHPERITIE, BERFGEER LV TS,
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10) &I RS BDZHBZ DIBAIC[FEIRH XD EEZ 20% RFTLEEL,
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1) Adjust drilling condition according to the rigidity of machine or work clamp
state.

2) Wet condition are for drilling with water soluble cutting fluid.

3) In non water soluble cutting fluid, reduce the rotation and feed by 20%

4) Do not use the high speed drilling in wet condition in using non water
soluble cutting fluid.

5) Drilling Aluminum Alloys, Light Metals, Stainless Steels are not
recommended.

6) Drilling the step feed in stainless steels when hole depth more than 2 X D
deep, step feed interval is about 0.5 X D.

7) Use air blow for cooling and the chips exclusion in dry process.

8) By sparks during cutting, or heat by breakage, or hot chips, there is danger
of fire. Take fire prevention measures.

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

10) When for hole depth more then 3 X D, reduce the rotation and feed by

20%.
) AQDEXSL reduce the rotation to 75% and feed to 55% for table values of
AQDEXS conventional condition.

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

13) In step feed, return to the entrance hole.

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

15) Adjust the drill run out to 0.02mm or less, in high speed drilling, adjust the
drill run out to 0.0 Tmm or less.
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AQDEXE I 7O7 RUJVEXI O A5 2/ 32/ AQUA Drills EX Extension
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1) $5400 S50C FC250| SCM440 NAK HPM| SKD51 NAK HPM | o=t o o | FCD400 SUS304 SUS316
Work Material | Structural Steels Alloy Steels Mold Steels Cast Irone Stainless Steels
83“30" Steels Heat treated Steels| Hardened Steels
ast Irons
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
(=13 OE% | XDRE | O | EXDERE | @I [EDERE | BEH | XDRE | OEH | XDEFRE | OEH | XDERE
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)
2 12700 450 10500 350 4200 150 3000 90 9500 330 4800 100
3 8500 480 7000 400 2800 170 2000 110 6400 370 3200 110
5 5100 480 4100 400 1650 170 1200 110 3800 370 1900 110
8 3200 480 2600 400 1050 170 750 110 2400 370 1200 110
10 2550 460 2100 370 820 160 600 100 1900 350 950 100
12 2100 440 1700 350 700 150 480 90 1600 320 800 90
16 1600 400 1300 320 520 140 370 85 1200 300 600 85
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3) TAKBEIHIRAIDBEC[FEEE X DEREZE 20% MFTEE L,

4) COVIHISRERSE, JNDIFRS 3DIUTICEALZEL,

5) AT VU AHlE. JUREH 2D ZBR $5HA(E 0.6D SEDRT v TMT
T2 TLIEE L,

6) AT v TEDFNRD EEETRLTLIEE L,

7) A7 v 783 0.5 ~ 1D ZERICLTLZEL,

8) RUJLDIRNZ 0.02mm TS, BEATFvvF I LTS,

Adjust drilling condition according to the rigidity of machine or work clamp

state.

2) Wet condition are for drilling with water soluble cutting fluid.

3) lin non water soluble cutting fluid, reduce the rotation and feed by 20%

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

5) Drilling the step feed in stainless steels when hole depth more than 2 X D
deep. step feed interval is about 0.5 X D.

6) In step feed, return to the entrance hole.

7) Step feed interval is about 0.5~ 1 X D.

8) Adjust the drill run out to 0.02mm or less.
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