5 = P

A-249

HEiE KU )L OB HISE T

Standard Drilling Condition for Carbide Drills

AQDEXZ | 77 RUJLEX 75w b AQuUA Drills EX FLAT
AQDEXZ-R | 727 RUJVEX 75w bO—F R {2 AQUA Drill EX FLAT Radius

i E=] 5424
hehan et TUN=RVEE | _ 25V LR _ PhE=oLAes
#WHIF | 55200 G500 SCM440NAK | SKDB1 NAK | i SUS304 FO5AEEHK PV LER AC ADG
Work | Foosg HPM HPM Hardened SuUS316 FCD400 A7075 Aluminum Alloy
Material | gy orural Steels | Alloy Steels Mold Steels Steels Stainless Cast Irone AR A 6o
Carbon Steels Heat treated Hardened Steels
Cast Irons Steels Steels
~200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
BER | B (XDRE| CERE XORE| DY (XORE | OERS XORE | DR (XORE | OERS XDRE| IR |RX0EE| DN |R2DRE
Drill Dia. |Rotation| Feed |Rotation| Feed |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) | (min?) | (mm/min) | (min?) | (mm/min)
0.5 | 25500 80 | 21000 65 |12500 40 | 10000 20 12750 20 |21000 50 | 60000 300 | 45000 | 200
1 19100| 290 | 15900| 240 9550 | 110 6400| 40 9550 | 50 15900| 190 | 40000 720 | 28600 | 460
1.9 | 11700 360 |10100| 310 5900 | 160 4200 70 5030| 50 10100| 250 | 24300 830 | 17600 | 540
2 11100| 360 9550| 310 5550 | 160 3980| 70 = = 9550| 250 | 23100 830 | 16700 | 530
3 7950| 420 6900| 360 3700 | 170 2650 80 - - 6900| 310 | 17000 | 1020 | 12500 | 660
4 5950| 420 5150| 360 2800 | 170 2000| 80 = = 5150 310 | 12500 | 1020 | 9550 | 660
5 4800| 420 4150| 360 2200 | 170 1600| 80 - - 4150 310 | 10000 | 1020 | 7650| 660
6 4000| 420 3450| 360 1800 | 170 1300| 80 = = 3450| 310 8500 | 1020 | 6400 | 660
8 3000| 420 2600| 360 1400 | 170 1000| 80 = = 2600| 310 6350| 1020 | 4750| 660
10 2400| 420 2050| 360 1100 | 170 800| 80 = = 2050| 310 5100 | 1020 | 3800 | 660
12 2000| 420 1700| 360 950 | 170 650| 80 - = 1700| 310 4250 | 1020 | 3200 | 660
16 1500| 420 1300| 360 700 | 170 500/ 80 = = 1300, 310 3200 | 1020 | 2400| 660
20 1200| 420 1050| 360 550 | 170 400| 80 = = 1050| 310 2550 | 1020 1900 | 660
UHAFRE Je)
Depth of cut 2DTF 2DLLTF
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TABHLIHPHAIDZ S CIFOEH XD REZ 20% MFTLEE L,
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5) A7 VLA (SUS304,316) OIITIE. 1.9mmIUTCREALTLZEL,

8) EREOMIICFE. NITENE () [CKOTRRELTLEEL,
IIIERE (0 ) B 30° IR, ZEDREZ 50% [CFIFTLEE L,
MIEREB (0 ) H 30" ZBR HHEICIF. EEHZE 70%UT. XD REZ
B0%LUTFICTRIFTLEE L,

7) NABBEDYHAHFTEE B A,

1) Adjust drilling condition according to the rigidity of machine or work clamp
state.
2) For drilling after the forged surface has been removed.
3) For drilling with water soluble cutting fluid.
When non water soluble cutting fluid, reduce the rotation and feed by 20%.
4) For drilling depths of 2D or less. Drilling over 2D is not recommended.
5) For drilling stainless steel (55304, 316, etc.), use it as 1.9mm or less.
6) For slope drilling, adjust according to inclined angle ( 8 ). For inclined angle
under 30°, reduce the feed to 50%. When drilling on inclined surface over
30°, reduce the rotation to 70% or less and cutting speed to 30% or less.
Side milling is not possible.
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Attention on using the milling condition tables
. 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
cutting.
3. When using low speed machines, use the maximum speed and adjust the
feed rate.
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Comparisons of drilling conditions when drilling on an angled surface with the AQDEXZ

IIAIE CIHEE EDERE

No. AE |mm/min| min’ HE  |mm/min|mm/rev| HE

@ 0 420 0.18 | 100%
® [ 198 | /5 | 2400/ 100% 15 009 | 50%
® 35° 120 0.07 40%
@ 51 120 | 0.07 40%
® 64° 52 1650 | 70% 90 0.06 33%
® FEb 60 | 0.04 20%

AQDEXZ1000(¢ 10) / #Hl#f S45C / FE 15mm / KB METIHIHE]

AQDEXZ/AQDEXZOH3D D7 WhAPIRENDIIHR

AQDEXZ/AQDEXZOH3D hole distension and vibration countermeasures

AQDEXZR/AQDEXZLS/AQDEXZ0OH5D DfEH

Using AQDEXZR/AQDEXZLS/AQDEXZOH5D

BRI TEOBSICEADZ#RH
A7 v TII(G73) THA RIV=HER
ERH

BEREOBSICE. EDREZTITFD.

WFor flat surfaces, drill a guide hole in very small
steps (G73).
WFor sloped surfaces, reduce the feed.

&y ITRIEE RUIRKD HREFEED
HRBRFEEE. ERDZEICNIT 2,
If chamfering larger than the diameter of the hole

is needed. such as for tap holes, do the chamfering
first.
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Angled surface drilling and drilling conditions

a: UHLRE. EDREREZ T,
b BRI
p ClatBAUFRE EDFEREZTITFD.

a:Reduce drilling and feed speeds.
b:Standard drilling conditions.
c:Same as a, or reduce feed speed.
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AQDEXZ TH- R7UNT
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Guide hole drilling with AQDEXZ.
In cace of stainless steels, use
the AQDEXZOH3D.

AGSTD TEERO 11T -

Chamfering with AGSTD.

AQDEXZ THA R7UNT
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AQDEXZOH3D /)

Guide hole drilling with AQDEXZ.

In cace of stainless steels, use »
the AQDEXZOH3D
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