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Standard Drilling Condition for Coated HSS Drrills
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SG-ESS KU )V sGEss Drills
SG-FAX Z 1 )JUik—JU RV )L sG-FAX Oil-Hole Drills
SGAA Uik=IVA MU=b2+ 22 RU)L(7D F) s6 oiHole Straight Shank Drills (7D)
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1
Work Material | oouo0 9000 | SCMA40 NAKHP | SKDE 1 NAKHPM| sus304 susate| Feaso Fopaoo| 42022 C1100 finjckel Alloys
uctural Steels | Alloy Steels Mold Steels Stainless Steels | Cast Irone Aluminum Alloys Titanium Alloys
Carbon Steels Heat treated Steels | Hardened Steels Copper Alloys
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 30 ~ 40HRC
B EEE | RDRE | EERE |XDRE | BERE XDRE | BERH XDRE | D R0RE | EERE | XDRE | BERE [XDRE
Drill Dia. Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed
(mm) (min?) | (mm/min) | (min") | (mm/min) | (minT) | (mm/min) | (minT) | (mm/min) | (min) | (mm/min) | (min!) | (mm/min) | (min‘') | (mm/min)
0.5 16000 | 240 |13000| 150 | 9500 80 | 5100 50 |20000| 300 |23000 | 300 | 2500 18
1 9500 | 250 8000 | 190 6400 140 3500 65 12000 | 400 |15000 | 500 1600 25
2 5700 | 360 4600 | 240 | 3200 160 | 1900 80 6300 | 490 9700 | 760 800 27
3 4200 | 460 3400 | 320 2100 170 1300 85 4700 | 640 7200 | 980 530 29
5 2500 | 430 2000 | 290 1250 165 760 80 2800 | 600 4300 | 920 320 28
8 1600 | 370 1300 | 250 800 150 480 75 1800 | 530 2700 | 790 200 26
10 1300 | 340 1000 | 230 650 140 380 73 1400 | 460 2200 | 730 160 26
12 1100 | 310 850 | 210 530 130 320 70 1200 | 430 1800 | 670 130 25
16 800 | 290 640 | 200 400 120 240 63 880 | 390 1400 | 610 100 23
20 640 | 260 510| 180 320 110 190 57 700 | 350 1100 | 550 80 21
25 510 | 240 410| 160 250 95 150 50 560 | 330 870 | 510 64 19
32 400 | 180 320 | 120 200 70 120 40 440 | 250 680 | 380 50 16
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SG-ESR KU JU sGEsR Drilis
SG-ES RV I scEs Drills

SG ¥ 3— bk RU)VL s short Drills
SGAMU—bU+ 2T RUJU sG straight Shank Drills
SGF A ik—=VA RU—r2+ 2% RU)L(9D A) s6 0ikHole Straight Shank Drills (9D)
SG-FAX 7—I\¥+ 22 RU )b sG-FAX Taper Shank Drills
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Work Material g§400 S50C SCM440 NAK HPM | SKD61 NAK HPM SUS304 SUS316| FC250 FCD400 A505_2, C1100 Nickel Alloys
ructural Steels | Alloy Steels Mold Steels Sieliles Sess | Cast lens Aluminum Alloys Titanium Alloys
Carbon Steels Heat treated Steels | Hardened Steels Copper Alloys
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 30 ~ 40HRC
(=63 EE% | XDRE | EERE |XDRE | EEREY XDRE | DEn# |XDRE | EEH RX0RE| EERE | XDEE | EERE [XDEE
Drill Dia. 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)
2 5700 | 300 | 4600 200 3200 120 1800 55 6300 410 9700 630 800 23
3 4200 | 380 3400 260 2100 120 1100 60 4700 530 | 7200 820 580 25
5 2500 | 360 2000 240 1300 120 760 75 2800 500 4300 770 320 23
8 1600 | 310 | 1300 | 210 800 115 480 80 1800 | 440 | 2700 | 660 200 22
10 1300 | 280 1000 190 640 110 380 80 1400 390 2200 610 160 22
12 1100 | 260 850 180 530 105 320 80 1200 | 360 | 1800 | 560 132 21
16 800 | 240 640 160 400 100 240 70 880 330 1400 500 100 20
20 640 | 220 510 150 320 90 190 60 700 | 300 | 1100 | 460 80 19
25 510 | 200 410 140 250 80 150 50 560 270 870 420 64 18
32 400 | 150 320 110 200 65 120 45 440 | 210 680 | 330 50 15
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using non-water-soluble cutting fluids.

6)

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

The table values are for drilling with water soluble cutting fluid.

Provide sufficent amount cutting fluid to the cutting point and in the flute.
Oil-Hole drill, use on internal coolant.
Reduce RPM and feed speeds by 20% for holes deeper than 3D or when

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

In step feed, return to the entrance hole.

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

Use a collet chuck, milling chuck.

SGES and SGSD is not suitable for Austenitic stainless steel (SUS304
and others).

Also, for structural steels (35400) and low-carbon steels (S15C), reduce
only the RPM.
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