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Standard Cutting Condition for AquaREVO Dirills Oil-Hole

AQRVDOH3D/5D I 72 7REVO RU LA A )Uik—)L3D,/5D AquaREVO Drills Oil-Hole 30/5D
‘DIvMMIT Wet condition|
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I i S = A soo | 2T | ZTIUZE | Lo |NEAS
R B | 554009500 o250 | Sonpaao Sor | ko1 Nak oyt | TR | FOC A | DTS R | AREEEER | T 00T (1Y% 718
MWtDrKI Structural Steel| Aoy Steel Mold Steel Hardened Steel| et Gast fron | 7—A7 74 MR Stusleso& ,| Titanium Alloy l'\"CkEIFaSEdAHDV
atenial) Carbon Steel | Heat Treated Steel | Pre-Hardened Steel SUSA3D $U3403 SUsan4 | StaIniess Stee neone
Cast Iron Stainless Steel
~ 200HB 20~30HRC | 30~ 40HRC | 40 ~ 50HRC
BE | BEH | #hRE | EEH | EDRE | BEH | XDEE | HEH | ZDEE | @EH | 2DRE | @EH | 20RE | BEH | 20RE | EEY | Z0RE | BEY | ZhEE
B — Drill Dia. | Rotation| Feed |Rotation| Feed |Rotation| Feed |[Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed
BErUL (mm) | (min?) [ (mm/min)| (minT) | (mm/min) | (min?) | (mm/min) | (min?) [ (mm/min) | (min?) | (mm/min) | (min!) | (mm/min) | (min!) | (mm/min) | (minT) | (mm/min) | (minc!) | (mm/min)
3.0/12700| 1220|10600| 1020| 8500| 760 | 4250| 260 |10600| 950 | 8500| 680 | 5300| 400 | 4200| 320 | 4200| 190
4.0/ 9600| 1220| 8000| 1020| 400| 760 | 3200| 260 | 8000| 950 | 6400| 680 | 4000| 400 | 3200| 320 | 3200| 190
6.0| 6400| 1220| 5300| 1020| 4200| 710 | 2100| 240 | 5300| 950 | 4200| 660 | 2600| 400 | 2100| 320 | 2100| 190
8.0| 4800| 1220| 4000| 1020| 3200| 710 | 1600| 240 | 4000| 880 | 3200| 640 | 2000/ 400 | 1600| 320 | 1600| 190
10.0| 3800| 1140| 3200| 960| 2500| 640 | 1300| 230 | 3200| 790 | 2500| 590 | 1600| 370 | 1300| 300 | 1300| 180
12.0/ 3200| 1070| 2700| 920| 2100| 540 | 1050| 220 | 2700 670 | 2100| 560 | 1300| 350 | 1050| 280 | 1050| 180
NAZRUIL 16.0| 2400/ 960| 2000/ 890| 1600| 480 800| 210 | 2000| 620 | 1600| 510 | 1000| 320 800| 260 800| 150
'MQL 1T MQL Condition
—iREEEE. R N THFEH | o, E ] ) \— RS
SS400 SBOC FC280 | Lo A YA, TUN\— KI5 = 5051 )Lk
s SCM440 SCr SKDB1 NAK HPM =B
HHRHIA Structural Steel FCD400
Work Material | Carbon Steel Alloy Steel Mold Steel Hardened Steel Ductile Cast Iron
IvF Cast Iron Heat Treated Steel Pre-Hardened Steel
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B EEH | EDEE EEH | EDEE EE4 | EDEE E#E4 | EDEE E#E% | EDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min1) (mm/min) (min1) (mm/min) (min) (mm/min) (min'") (mm/min) (min'") (mm/min)
3.0 8500 770 7400 570 6400 540 2550 140 7400 620
4.0 6400 770 5600 570 4800 540 1900 140 5600 620
N ‘@E@ 6.0 4200 770 3700 570 3200 540 1300 130 3700 620
LRI 8.0 3200 770 2800 570 2400 500 1000 130 2800 580
10.0 2500 720 2200 540 1900 440 800 120 2200 500
12.0 2100 670 1900 500 1600 380 650 120 1900 460
16.0 1600 600 1400 500 1200 340 480 100 1400 400
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Attention on using the cutting condition tables

general guide, when starting operation.

cutting.

feed rate.

Utilize the standard cutting condition shown in the catalogs just as the
2. Adjust cutting condition when unusual vibration, different sound occur by

3. When using low speed machines, use the maximum speed and adjust the

—JU8D AquaREVO Drills Oil-Hole 8D

— AR, 27L28
B =g s ; II5(ME | ZFVUZE NiEaE
" o SR TUN=RVH| = 5954 Vg A FHYVEE N
i | SO SR INFIYA IR | LR | 7 {32718
Work SCM440 SCr | SKDG61 NAKHPM| jorgeneq steel| FCDA00 | 4 221 (k% |suseao | T-BAMY | \ickel based Alloy
Material Structural Steel| Aloy Steel ez DB @SR “ Stainless Steel U ALy Inconel
Carbon Steel | Heat Treated Steel| Pre-Hardened Steel SUS430 SUS403 SUS34
Cast Iron Stainless Steel
~200HB 20~ 30HRC | 30~ 40HRC | 40 ~ 50HRC
BR | BEH | #hRE | EEH | EDRE | BEH | XDEE | BEH | ZDEE | @EH | 2DRE | @EH | 20RE | BEH | Z0RE | EEY | Z0RE | BEY | ZhEE
Drill Dia. | Rotation| Feed |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?) | (mo/min) | (min?) | (me/min) | (min?) | (mm/min) | (min”?) | (mm/min) | (min'?) | (mm/min)
3.0/12700| 1020|10600| 920 | 8500| 630 | 4250| 230 |10600| 800 | 8500| 500 | 5300| 320 | 4200| 290 | 4200| 170
4.0| 9600/ 1080| 8000| 920 | 6400| 630 | 3200| 230 | 8000| 800 | 6400| 560 | 4000| 350 | 3200| 290 | 3200| 170
6.0| 6400| 1150| 5300| 920 | 4200| 600 | 2100| 220 | 5300| 740 | 4200| 600 | 2600| 360 | 2100| 290 | 2100| 170
8.0| 4800| 1220| 4000| 920 | 3200| 590 | 1600| 220 | 4000| 740 | 3200| 640 | 2000| 360 | 1600| 290 | 1600| 170
10.0| 3800| 1140| 3200| 860 | 2500| 530 | 1300| 210 | 3200| 680 | 2500| 590 | 1600| 330 | 1300| 260 | 1300| 160
12.0| 3200| 1070| 2700| 820 | 2100| 480 | 1050| 200 | 2700| 630 | 2100| 560 | 1300| 320 | 1050| 250 | 1050| 150
16.0] 2400| 960| 2000| 800 | 1600| 440 800| 190 | 2000| 550 | 1600| 510 | 1000| 290 800| 230 800| 140
'MQL 1T MQL Condition
—iREEEE R N THFEH | o, E ; s
$S400 S50C FC250 Eﬁﬂﬁ\iﬁgm ﬁfxﬁlﬁ\ 7U}\ h/ﬂ _ ﬁb@{}bﬁﬁ*
AL Structural Steel SCM440 sCr SKDB1 NAK HPM RS -
00
Work Material | Carbon Steel Alloy Steel Mold Steel Hardened Steel Ductile Cast Iron
Cast Iron Heat Treated Steel Pre-Hardened Steel
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B EEH | EDERE EEH | EDEE EEH | EDEE E#E4 | EDEE E#E% | EDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min'") (mm/min)
3.0 8500 640 7400 510 6400 400 2550 120 7400 500
4.0 6400 680 5600 510 4800 400 1900 120 5600 500
6.0 4200 700 3700 510 3200 370 1300 120 3700 470
8.0 3200 770 2800 510 2400 370 1000 120 2800 470
10.0 2500 720 2200 480 1900 340 800 100 2200 440
12.0 2100 670 1900 450 1600 340 650 100 1900 430
16.0 1600 600 1400 450 1200 330 480 90 1400 360
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state.

1) Adjust cutting condition according to the rigidity of machine or work clamp

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

4) Use on internal

coolant.

5) Non-step drilling is possible.
However, a work material and cutting condition to chip removal may be

waorse.

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

In that case. even if under predetermined hole depth, please step feed.
In step feed, return to the entrance hole.
Step feed interval is about 0.2 ~ 1 X DC.

www.theindustrialshop.com

HBERUIL

NAZRY)L

IvF

N
IVRI

VTR

ISy -
Ty bR
Z0tth

fTER
5]

23





