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Standard Cutting Condition for Carbide Drills

AQDEXS | 727 RUIL EX A4 7' AQUA Drills EX Stub

LA Conventional Condition|

— IS A .
RRE a&i 54 Z38
o RFHEEHK R TYUIN\— RV SEEE 59541 )VEtk ATV
i #HIH | SS400 S50C FC250 | SCM440 NAK SKDB1 NAK HPM | 7230 0 etoe | FCDA0O SUS304 8US316
Work Material | Structural Steel Alloy Steel Mold Steel Ductile Cast Iron Stainless Steel
Carbon Steel Heat Treated Steel | Pre-Hardened Steel
Cast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B EE# | XDRE | B | EXDRE | EERE [ EDRE | BEE | XDRE | BEH | XDRE | EEH | XDERE
—— Drill Dia. Rotation | Feed |Rotation| Feed |Rotation| Feed Rotation| Feed |Rotation| Feed | Rotation Feed
BERU)L (mm) (min!) | (mm/min) | (min!) |(mm/min) | (min"") | (mm/min)| (min')) | (mm/min) | (min") | (mm/min)| (min"!) | (mm/min)
2.0 12700 600 10500 480 5600 230 4000 140 9500 450 4800 140
3.0 8500 660 7000 540 3700 260 2650 160 6400 500 3200 150
5.0 5100 660 4100 540 2200 260 1600 160 3800 500 1900 150
8.0 3200 660 2600 540 1400 260 1000 160 2400 500 1200 150
10.0 2550 630 2100 510 1100 250 800 150 1900 470 950 140
120 2100 600 1700 480 950 230 650 140 1600 440 800 130
NAZRUIL 16.0 1600 550 1300 440 700 210 500 130 1200 410 600 120
BiRFM  High-Speed Condition
— 5 u
i L &8 51238
#WHIM | 55400 S50C FC250 | SCM440 NAK SKDB1 NAK HPM Hardoned Steel FCD400
gvT Work Material | Structural Steel Alloy Steel Mold Steel Ductile Cast Iron
Carbon Steel Heat Treated Steel Pre-Hardened Steel
Cast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B EEH | EDEE EEd | EDEE EEd | EDEE EE% | EDERE EE% | EDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min1) (mm/min) (min) (mm/min) (min'") (mm/min) (min'") (mm/min) (min'") (mm/min)
2.0 19100 900 15900 750 8000 330 6400 230 14000 670
I\/f‘f 3.0 12700 1000 10500 830 5300 370 4250 260 9500 750
- 5.0 7600 1000 6400 830 3200 370 2550 260 5700 750
8.0 4800 1000 4000 830 2000 370 1600 260 3600 750
10.0 3800 940 3200 790 1600 350 1250 240 2900 710
120 3200 890 2650 750 1300 330 1050 230 2400 670
16.0 2400 820 2000 690 1000 300 800 210 1800 620
N2
IVRIL
“
AQDEXSL I 7 FUJVEX =027 AQuA Drills EX Semi-long
osire  FEECBRIEEL,
AQDEXS/AQDEXR/AQDEXSL
1) #EEINECD—0 05070 NIEEREEDIKRIC K D FIHIZGZ /% 1) Adjust cutting condition according to the rigidity of machine or work clamp
veLresb, state.
2) DTV #ﬁl[&ﬂ(/ﬁlﬁtﬂﬁ”ﬁﬁ‘]%@i?ﬁ UIciBEa T, 2) Wet condition are for drilling with water soluble cutting fluid.
3) RAKBMUGHEHEIZERT 2BA(C1F. BEMEEDRER 20% MFTL 3) In non-water soluble cutting fluid, reduce the rotation and feed by 20%.
Varag ) 4) Do not use the high speed drilling in wet condition in using non-water
Sy - 4) K7KH‘§'\¢%H‘J5E§UT[E§\ ERFEHEEAUBEWVWTLEE0, soluble cutting fluid.
N }/ - 5) PIV=ZULER. BEEB. AT VUAMOMNIICIEFAREETT, 5) Drilling Aluminum Alloy, Light Metal, Stainless Steel are not recommended
ey 6) ATV URHIF. TUESH 2Dc EH8Z DA 0.5Dc TEDRT Y I 6) Drilling the step feed in Stainless Steel when hole depth more than 2 X Dc
ZDfth TZTO>TLIRE L, deep. step feed interval is about 0.5 x Dc.
7) |\747JDI(7315A\ SHROTD L FBREDHICT 7 JO—%217oT<L 7) Use air blow for cooling and the chip exclusion in dry process.
ZE0n 8) By sparks during cutting. or heat by breakage. or hot chip. there is danger
8) m/.m(Dt?J RSN U)b}ﬁ%aﬁ%@)\?‘[;a: DRBPONKDBEN DO ET of fire. Take fire prevention measures.
DT, BHXNHFEETOTLIRES 9) Use the table values for drilling depth under 3 X Dc.
9) COUHIEHARIE, NBIFRS 8Dc LIFISERALZEL, 10) When for hole depth more than 3 X Dc, reduce the rotation and feed by
EETE 10) RNBIFRS 3Dc ZBA D BEICIFEEHEXDREZ 20% FFTLE 20%.
AN 11) AQDEXSL reduce the rotation to 75% and feed to 55% for table values of
11) AQDEXSL 3 AQDEXS DNARHEFICSH LT, BEHZE 25%. EDR AQDEXS conventional condition.
E7Z 45% FIFTL IS 12) When for hole depth more than 3 X Dc deep, add step feeding.
12) NpIFARSH 3Dc %tl%%mlu F2AT Y IINIZE{To>TLES 13) In step feed, return to the entrance hole.
13) AT v IEDEFINDLEEFTRLTLEE W, 14) Step feed interval is about 0.5 ~ 1 X Dc. In small diameter and AQDEXSL,
14) 27w 7EIF 0.5 ~ 1Dc ZERICUTLZE L, VR AQDEXSL (3, about 0.2~ 0.5 X D,
0.2 ~05Dc <HVTT, 16) Adjust the drill run out to 0.02mm or less, in high speed drilling, adjust the
— 15) RUJLOIRNZ 0.02mm LUF(C. EREIEIDHBEICE 0.01mm LIRS drill run out to 0.0Tmm or less.
it BETATF vvFVILT RS,
-
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Attention on using the cutting condition tables

general guide, when starting operation.

cutting.

BRI T TE

feed rate.

| 7297 RUJU EX ¥ 15 AQuA Drills EX Regular

SUFEM  Conventional Condition|

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

ML
SBERE | aem 128 ‘
8 HEHE TYUIN— RV =R 59541 )LiEtk ATV LR
A $5400 S50C FC250 | SCM440 NAK SKDB1 NAK HPM H'E’ard:ned Stesl FCD400 SUS304 SUS316
Work Material | Structural Steel Alloy Steel Mold Steel Ductile Cast Iron Stainless Steel
Carbon Steel Heat Treated Steel | Pre-Hardened Steel
Cast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B ElERE [XDERE | DR | XDZERE | @ | XDRERE | OER# | XDRE | EER# | XDRE | BEH | 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)
2.0 12700 530 10500 430 5600 200 4000 130 9500 400 4800 130
3.0 8500 590 7000 480 3700 220 2650 140 6400 440 3200 140
5.0 5100 590 4100 480 2200 220 1600 140 3800 440 1900 140
8.0 3200 590 2600 480 1400 220 1000 140 2400 440 1200 140
10.0 2550 560 2100 460 1100 210 800 140 1900 420 950 130
120 2100 530 1700 430 950 200 650 130 1600 400 800 120
16.0 1600 490 1300 390 700 180 500 120 1200 370 600 110
|T%']E?§1¢ High-Speed Condition
o fIuEE A
B &% 425 ‘
» S Sk e TUIN\— R4 =R F U541 )Lk
#HIT | 53400 S50C FC250 | SCM440 NAK SKDB1 NAKHPM | {farconed Steel FCDA400
Work Material | Structural Steel Alloy Steel Mold Steel Ductile Cast Iron
garbon Steel Heat Treated Steel Pre-Hardened Steel
ast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B kT2 XD HRE kT2 XD HRE EEd | EDEE EE# | EDEE EE% | 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)
2.0 19100 790 15900 660 8000 290 6400 210 14000 590
3.0 12700 880 10500 730 5300 320 4250 230 9500 660
5.0 7600 880 6400 730 3200 320 2550 230 5700 660
8.0 4800 880 4000 730 2000 320 1600 230 3600 660
10.0 3800 840 3200 700 1600 300 1250 220 2900 630
120 3200 790 2650 660 1300 280 1050 210 2400 600
16.0 2400 730 2000 610 1000 260 800 190 1800 550
IRy — ~
I 7ZO7 RUJL EX TORA5 2/ 32 AQUA Drills EX Extension
_findEea
ORERE | aem 51258 ‘. ~
oM iE R TUN— RV SRR 59541 )LEik ATV LR
HI 55400 S50C FC250| SCM440 NAK SKD51 NAK HPM | jorioC et FCD400 SUS304 SUS316
Work Material | Structural Steel Alloy Steel Mold Steel Ductile Cast Iron | Stainless Steel
garbon Steel Heat Treated Steel | Pre-Hardened Steel
ast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B Clgngy | XDFEE | @E# | EDFRE | B | EDEE | B | EDFEE | @E# | EDERE | OEH | 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)
2.0 12700 450 10500 350 4200 150 3000 90 9500 330 4800 100
3.0 8500 480 7000 400 2800 170 2000 110 6400 370 3200 110
5.0 5100 480 4100 400 1650 170 1200 110 3800 370 1900 110
8.0 3200 480 2600 400 1050 170 750 110 2400 370 1200 110
10.0 2550 460 2100 370 820 160 600 100 1900 350 950 100
120 2100 440 1700 350 700 150 480 90 1600 320 800 90
16.0 1600 400 1300 320 520 140 370 85 1200 300 600 85
AQDEXE

1) ERENEYCD—2 0527, IITBERE EDRITIC K D UIEIRM = HE 1

state.

UTLEE L,
2) D1 v MITEAKEEEmEZERUBEETT, 2)
3) ?K?’\iﬁ]ﬁﬂiﬁﬂ%ﬂfiﬁﬁﬁﬁéiﬁé[:[3\ ERE &XDEEZ 20% TFT 3;

2L, 4

4) COYHIRARIE. 785IFRS 3Dc UTISEALIEE L, 5)
5) A7 VURHMIF, JUREH 2Dc Zi#BR $1551d 0.5Dc TEDRT W T

TZTE TS, 6)
8) AT v TEDFRDLEFTRLTLIEE L, 7)
7) AT v T8IF 0.5~ 1Dc ZBRICLTLEE L, 8)
8) RUILDRNZ 0.02mm U, BEXTFrvFrILTLEEL,

www.theindustrialshop.com

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

Wet condition are for drilling with water soluble cutting fluid.

In non-water soluble cutting fluid, reduce the rotation and feed by 20%.
Use the table values for drilling depth under 3 X Dc.

Drilling the step feed in Stainless Steel when hole depth more than 2 X Dc
deep., step feed interval is about 0.5 X Dc.
In step feed, return to the entrance hole.
Step feed interval is about 0.5 ~ 1 X Dc.
Adjust the drill run out to 0.02mm or less.
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Standard Cutting Condition for Carbide Drills
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AQDEXOH3D/5D I 72J7 RU)L EX 4 )Uik—)L 3D/5D AquA Drills EX OilHole 30/5D

‘"z w hIT Wet Condition|

-ﬁﬁ%ﬁfﬁﬁgﬂ HRA| agm 5428 L 'ﬁmfﬁjﬁ b
Wkt o o =~ i M
" $5400 S50 Fo250| HAELSH TUN=RYE | g FITAHH | 27YVAB | Gyroeion and Heat
HHlA1 Structural Steel SCM440 NAK | SKDB1 NAK HPM | 1, FCD400 SUS304 SUS316 | pagi
. ardened Steel A " esistant Alloy
Work Material | carbon Steel Alloy Steel Mold Steel Ductile Cast Iron| Stainless Steel | Titaniym Alloy
Cast Iron Heat Treated Steel | Pre-Hardened Steel Inconel
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC 30 ~ 40HRC
B OEE | ZDRE | EEH | ZDRE | & | ZDEE | BEH | ZDRE | DEH | Z0RE | OEH | ZDEE | BEH | ZDEE
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)
1.0 15700 360 |14100| 280 |12600| 200 9400 110 |12600 | 260 9400 115 3150 30
1.5 10500 | 360 | 9450 | 280 8400 200 | 6300 | 110 8400 | 260 | 6300 | 115 | 2100 30
2.0 7900 360 | 7100| 280 6300| 200 4700 110 6300 | 260 4700 115 1650 30
25 7600 | 470 | 7000| 380 6300| 200 | 4400 | 160 6300 | 340 | 4400 | 165 | 1650 50
2.9 6600 470 | 6000 | 380 5500| 200 3800 160 5500 | 340 3800 165 1400 50
3.0 12700 | 1150 | 10600 | 950 8500| 760 5300 330 |10600| 950 8500 680 3200 190
4.0 9600 | 1150 | 8000 | 950 6400| 760 4000 330 8000 | 950 6400 680 2400 190
6.0 6400 | 1070 | 5300 | 950 4200| 710 2700 320 5300 | 950 4200 660 1600 190
8.0 4800 | 1070 | 4000 | 880 3200 710 2000 320 4000 | 880 3200 620 1200 190
10.0 3800 960 | 3200 | 790 2500| 640 1600 290 3200 | 790 2500 540 950 180
120 3200 800 | 2700 | 670 2100| 540 1300 290 2700 | 670 2100 500 800 180
16.0 2400 730 | 2000 | 620 1600| 480 1000 260 2000 | 620 1600 480 600 150

AQDEXOHS8D |

|'jI w NI Wet Conditi0n|

AR e o

72O7 RUJV EX Z A JLik—)L 8D AQuA Drills EX Oil-Hole 8D

[ 5 = . 5 =~ i P b3

" $5400 S50C Feeso| FAELH TUN=RYE | ey YOIANER | 27YUAB | oeion and Heat

I Structural Steel SCM440 NAK SKD61 NAKHPM | {ardened Steel FCDA00 SUS304 SUS316 | pegigtant Alloy
Work Material | carhon Steel Alloy Steel Mold Steel Ductile Cast Iron| Stainless Steel | itanium Alloy
Cast Iron Heat Treated Steel | Pre-Hardened Steel Inconel

~200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC 30 ~ 40HRC

B EER# | XORE | EERE | XDRE | EEE | ZOEE | BEH | XDRE | DERH | X0RE | BEH | XDRE | EEH | ZDEE
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)
3.0 12700 | 950 |10600| 840 | 8500 | 630 | 5300 | 320 |10600| 800 | 8500 | 630 | 3200 | 170
4.0 9600 | 950 8000 | 840 6400 630 4000 320 8000 | 800 6400 630 2400 170
6.0 6400 | 890 5300 | 840 4200 600 2700 300 5300 | 740 4200 600 1600 170
8.0 4800 | 890 4000 | 800 3200 590 2000 300 4000 | 740 3200 570 1200 170
10.0 3800 | 790 3200 | 710 2500 530 1600 290 3200 | 680 2500 510 950 160
120 3200 | 730 2700 | 640 2100 480 1300 270 2700 | 630 2100 490 800 150
16.0 2400 | 650 2000 | 580 1600 440 1000 260 2000 | 550 1600 470 600 140
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AQDEXOH3D/5D | 757

Attention on using the cutting condition tables

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

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

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

RUJL EX 74 Juiti—)l 3D/5D AQuA Drills EX Oil-Hole 30/5D

'MQL 1T MQL Condition |
;J%}*ﬁggﬂ CRAE | 5% EEPL |
A R TUN= K g gl
WET | S e =20 | SCM440 NAK SKDB1 NAK HPM | ool FCDA400 e
Work Material | carbon Steel Alloy Steel Mold Steel Ductile Cast Iron
Cast Iron Heat Treated Steel Pre-Hardened Steel
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B EEg | XDEE EEg | XDEE EEg | XDEE EEg | XDEE EE# | XDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min1) (mm/min) (min1) (mm/min) (min"1) (mm/min) (min1) (mm/min) (min1) (mm/min)
3.0 8500 710 7400 520 6400 540 3200 210 7400 620 HRERUIL
4.0 6400 710 5600 520 4800 540 2400 190 5600 620
6.0 4200 710 3700 520 3200 540 1600 180 3700 620
8.0 3200 660 2800 490 2400 500 1200 170 2800 580
10.0 2500 590 2200 440 1900 440 960 160 2200 500
120 2100 510 1900 370 1600 380 800 150 1900 460
16.0 1600 460 1400 330 1200 340 600 140 1400 400
- NZRUI
-
AQDEXOHS8D I 7O7 KUV EX Z 4 JLik—)b 8D AQuA Drills EX Oil-Hole 8D
'MQL 1T MQL Condition |
SEHERE  WAN | asm 51428 7
Adas! e TUN—RVEE = 55 )Lk
HHIA §5400 SSOCFC280 | Somaan Nak SKD61 NAK HPM H'E’Efffd Stesl FCD400
Work Material | garbon Steel Alloy Steel Mold Steel Ductile Cast Iron
Cast Iron Heat Treated Steel Pre-Hardened Steel
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC
B ClERgy | EDEE BlERE | EDEE BlERE | EDEE BlERE | EDEE BlERE | EDEE zE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed IVRI
(mm) (min") | (mm/min) | (min)) | (mm/min) | (min") | (mm/min) | (min") | (mm/min) | (min") | (mm/min)
3.0 8500 560 7400 450 6400 400 3200 180 7400 500
4.0 6400 560 5600 450 4800 400 2400 180 5600 500
6.0 4200 540 3700 450 3200 370 1600 170 3700 470
8.0 3200 540 2800 430 2400 370 1200 170 2800 470
10.0 2600 510 2200 400 1900 340 1000 150 2200 440 MR
120 2100 480 1900 350 1600 340 800 150 1900 430 TURI)L
16.0 1600 410 1400 310 1200 330 600 140 1400 360
AQDEXOH3D/5D/8D
1) BHEAIEYCD—005 07, INISREREEDIRRIC KD EIF Gz A% 1) Adjust cutting condition according to the rigidity of machine or work clamp
LTLEE L, state. -
2) DTV H?DIHK@HU]E' SmE ZERUICEA T . 2) Wet condition are for drilling with water soluble cutting fluid. YIRTR
3) TACBHEYIHHEZERT 2HBA(1C13. @?ﬁﬁlc‘: EDEEZ 20% FFTL 3) In non-water soluble cutting fluid, reduce the rotation and feed by 20%
Vrarag ! In the case of drill dia. for less than 3mm.
B <3_O DS Reduce the rotation and feed by 30%.
Ol#RE & XD EEZ 30% FFTL e 4) Use on internal coolant.
4) PEBEH CHELNZETL In the case of drill dia. for less than 3mm.
B <3.0 DiFE Lubricated pressure of cutting fluid is over 1.5Mpa.
YHPER OfSAEE. 1.5MPall EELTLES To prevent oil-hole stopped up by impurities of cutting fluid, use fine mesh
@%U?Eﬂﬁﬂqlﬂ)?:ﬂ%ICJ(%)/EE/\uni O 7&%&@“%}7’;6’)(; Elo}iawet filter, recommend to filtration efficiency 5 u m. Sy -
W EEUYE G Z CERLES 5) When for hole depth more than 3 X Dc deep, add step feeding. By NED
TAILFEFEAY2H um%ﬁ’;“g“?&b L,%‘g“g However, a work material and cutting condition to chip removal may be
5) NBIFREH 3Dc ZBA DHAICIFAT v IMTZITo>TLIES LY, worse. In that case, even if under predetermined hole depth, please step ZOAt
2L, WHIMPOINIREICKD YD K FHHENRL LD I EHHD & feed.
I TOBAICIFAEDTNRSUTTH > THRT Y TXDZE LT T 6) In case of Stainless Steel, even if hole depth under 3 x Dc, please step
(AN feed.
6) AF VUM, NBIFREH 3Dc AT TH>THRAT vV IMNIEIT>T 7) In step feed, return to the entrance hole.
LrEEn. 8) Step feed interval is about 0.2 ~ 1 X Dc.
7) AT Y TEDRNRDLEFTRLUTLEEL) In the case of drill dia. for less than 3mm, Step feed interval is about 0.1 ~ BETE
8) AT v TJE(F 0.2~ 1Dc ZHZICLTLEEL, 0.5 x De.
BR<3.0DHBEART Y JEF 0.1 ~05Dc ZBRICLTLEEL),
Hifrar
5|
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Standard Cutting Condition for Carbide Drills

The Industrial Shop

AQDEXOH10D/15D/20D | 77 RUIVEX 74 =]l 100/150/20D Acua b £X Ok 10011507200

‘"z w hIT Wet Condition|

4
BE< 3.0
— MRS, K _ X . fil# - fsaE. Tag
i =i, Doy O REE | S2ETU\-RVE) SH5LIES | ATV LURE 43R
mis | S St somsona | o wicrew) SRR | ZOSC VIR | S2S00E, | Gt e
A ructural ee oy oteel [o] eel ardene eel h T esistan oy
Work Material | Garbon Steel Heat Treated Steel | Pre-Hardened Steel Ductile Cast Iron| Stainless Steel | Titaniym Alloy
Cast Iron Inconel
~200HB 20 ~ 30HRC 30 ~ 40HRC 40 ~ 50HRC 30 ~ 40HRC
B EER# | XDRE | EERH | XDRE | EEE | ZDEE | EEEH | XDRE | DI | X0RE | BEH | XDERE | BEH | ZDEE
E— Drill Dia. Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |[Rotation| Feed
BERUL (mm) (min!) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min!) | (mm/min) | (min?) | (mm/min)
1.0 14300 | 310 |12700| 250 [11150| 170 6350 65 11150 | 220 | 7950 80 3150 30
1.5 9550 | 310 8500 | 250 7400| 170 | 4250 65 7400 | 220 | 5300 80 2100 30
20 7150 | 310 6350 | 250 5650| 170 3200 65 5550 | 220 | 4000 80 1600 30
25 7000 | 470 6350 | 360 5700 | 280 3200 95 5700 | 350 | 3800 140 1650 50
2.9 6050 | 470 5500 | 360 4950 | 280 2750 95 4950 | 350 | 3300 140 1400 50
AQDEXOH10D/15D/20D EfZ <3.0
1) #RAIEYC O —o 0527, TJ[II“BR‘XH&(D#(/HL&D@HU%@’E?H%L‘C<7’C’ (AN 1) By the condition such as the rigidity of machine, work clamp and the shape of the
NAZRU)L 2) L@tﬂﬁ“?ﬁ#ﬁtﬂ(/ﬁ“iwﬁu SHEIZE SR UIZBE T drilling part, adjust cutting condition
3) AAGEMEGIHN ﬁﬁ”’i1§ﬁﬂ?%}iﬁn (= @fﬁ(&)ﬁbﬁﬁ’& 30% FFTLIEE 2) For drilling with water soluble cutting fluid.
4) |7\].;.B‘[-.—_|,Ba(b@b\<TL 3) In non-water soluble cutting fluid, reduce the rotation and feed by 30%.
5) UIHIHAIDIEHEE, 1 ,5MPa BlEELT<LrEL, 4) Use on internal coolant
6) HIHLHAI DAY IC K HHTGEEE D ZRIET Dlcd(c. BOMDWI ()L ZEBLIC 5) Lubricated pressure of cutting fluid is over 1.5Mpa
YHIA7ZE CERLIEEL, 6) To prevent oil-hole stopped up by impurities of cutting fluid, use fine mesh filter,
TAIWBEFAYT 26 umEBITIHLET, recommend to filtration efficiency 5 1 m.
7) N&IFEREH 10Dc ZBABDBAICIIRAT v IMLET o> TS 2L, HHEI P 7) In case hole-depth exceed 10 X Dc. please step drilling
MIRHEICKIDEID S FHEENBLLED T ENDDEFE T, ZTOBAICFATEDTUVRELL There are cases that chip ejection is bad by work materials and cutting condition
TTHOTHAT Y TEDZETHNIHIERGZEREL T ZE0, Even if hole-depth under 10 X D, please step feed or check cutting condition
gvF 8) ATV UAHE. NBIFREHD 10Dc UFCH o> THAT v IMIL T o TLIEE L, 8) In case of Stainless Steel, even if hole depth under 10 X Dc, please step feed.
9) AFw7EDF. NOLEFTRUTLZE 0, 9) In step feed, return to the entrance hole.
10) 27w 783 0.1Dc ~ 0.6Dc ZERICLTLEE L, 10) Step feed interval is about 0.1 ~ 0.5 X Dc.
M) HA RIUNTZERICHIF TS, TURS(F 1Dc ~ 2Dc. 11) Recommend pre-drilling of guide hole. Hole-depth is 1 ~ 2 x Dc.
12) 534 R7UNTICIE AQDEXOHPLT %858 L. ZR RUJL&D®H 0.015mmk  12) Recommend the AQDEXOHPLT for guide driling
EVWTA AEHRELFT, Recommend the diameter that is 0.015mm larger than the deep hole drill
4
BfZ23.0
f2tid —iEsEE Rl N THES | o E i 238, T ) \— R . .
IVRIL " SS400 SBOC FC250 | Lo KR TARMBIVN-KVB| 5551 )58 AT VU
HRHI Structural Steel EEx‘g{g;flAK I\SAISI:()jBS]té\{e'?K HPM FCDA00 SUS304 SUS316
Work Material ggrstﬁpoﬁteel Heat Treated Steel Pre-Hardened Steel Ductile Cast Iron Stainless Steel
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B EERE | EDEE EERE | EDEE EERE | EDEE EERE | EDEE EERE | EDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
N (mm) (min!) | (mm/min) | (min’!) | (mm/min) | (min’") | (mm/min) | (min’!) | (mm/min) | (min’) | (mm/min)
IVRIL 3.0 11500 1140 7600 570 6700 500 6700 600 6700 440
4.0 8600 1140 5700 570 5000 500 5000 600 5000 440
5.0 7600 1260 5100 640 4500 560 4500 670 4500 490
6.0 6400 1260 4200 640 3700 560 3700 670 3700 490
7.0 5500 1260 3600 640 3200 560 3200 670 3200 490
8.0 4800 1260 3200 640 2800 560 2800 670 2800 490
9.0 4200 1190 2800 610 2500 540 2500 650 2500 470
U8 10.0 3800 1100 2500 590 2200 510 2200 620 2200 450
11.0 3500 1030 2300 560 2000 490 2000 600 2000 420
12.0 3200 960 2100 540 1900 470 1900 580 1900 400
AQDEXOH25D/30D I 797 RV EX 74 biti—)l,25D/30D AqUA Drils EX OitHole 250/30D
—REEH. BRIl AT H S | & 5 j UN— Rz N —
s SS400 S50C FC280 S5, A A . TUIN— R 554594 )% 257V
oy gﬁﬁ A Structural Steel ﬁl(lzxéls‘}cgell\lAK l\sllléll:()jsslté\leﬁ\K HPM FCD400 SUS304 SUS316
20M Work Material ggrst%olpoﬁteel Heat Treated Steel Pre-Hardened Steel Ductile Cast Iron Stainless Steel
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B O | EDEE O | EDEE O | EDEE O | EDEE O#E | EDEE
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)
P— 3.0 11500 1030 7600 530 6700 460 6700 560 6700 400
pel= 4.0 8600 1030 5700 530 5000 460 5000 560 5000 400
5.0 7600 1150 5100 590 4500 510 4500 620 4500 450
6.0 6400 1150 4200 580 3700 510 3700 620 3700 450
7.0 5500 1150 3600 590 3200 510 3200 620 3200 450
8.0 4800 1150 3200 590 2800 510 2800 620 2800 450
9.0 4200 1070 2800 560 2500 490 2500 600 2500 420
10.0 3800 1000 2500 540 2200 470 2200 580 2200 400
Hifrast AQDEXOH 10D/15D/20D [Ef#%23.0 AQDEXOH25D/30D
) BRI T —2 25> 7 I TERRIE EDRRIC KD UIHIRAZFE L T T, 1) Adjust cutting condition according to the rigidity of machine or work clamp state.
sl DEIHIFRA S ACEETEPERIB SO =X MEERAUIEATY. 2) The table values condition are for drilling with water soluble cutting fluid or mist
YIEPRE ZEATDIEACIE. EERMEEDRERE 30% TFTLEEL,. 3) In non-water soluble cutting fluid, reduce the rotation and feed by 30%.
4) NEERTHEVIEE L, 4) Use on internal coolant
5) JURATYIMNLIIMTAET . 122U, HEHIM DI TREICKDOTD < THIH DR 5) Non-step drilling is possible. However, a work material and cutting condition to chip
LIEBHEHHDET, removal may be worse.
ZOBAICIFRAT v TEDZTHIIEIERHZREL T EE In that case. add step feed or review the cutting condition.
AT VU ZBODNGFREH 20Dc %tx%iﬁ [CIFRT /77JDI’E}E”7‘§ LFET. For hole deeper than 20 X Dc in Stainless Steel, recommend in step feed
6) A7 wTEDF. RO LEEFTRUTLEE 6) In step feed, return to the entrance hole.
7) A7 w78(F0.5Dc ~ 1Dc ’Eﬁzz(;lfC<iL Lo 7) Step feed interval is about 0.5 ~ 1 X Dc.
8) HA RIUNTZEHICHIFTLIEE L, JURE 1 2D¢ ~ 3D 8) Recommend pre-drilling of guide hole. Depth is 2 ~ 3 X Dc
9) A4 RF7UNTICIE AQDEXOHPLT Z&EBHLET . HIT F'JJDCKDE 0.03mm x 9) Recommend the AQDEXOHPLT for guide drilling.
VWA XEHELFT. Recommend the diameter that is 0.03mm larger than the deep hole drill
A-142 A-40, A-41, A-42, A-43, A-44
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Attention on using the cutting condition tables

PWRICID U TR ZZE 2.

EEREDEEEHIRAIOELEVSS(F,. RS
EDREBRE ULERTRFTI LW

ElEH T TfE 3

Utilize the standard cutting condition shown in the catalogs just as the
general guide, when starting operation.

Adjust cutting condition when unusual vibration, different sound occur by
cutting.

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

AQDEXOH10D/15D/20D | 797 RUWEX 24 =1l 100/150/20D aun s X ke 10011507200

'MQL 1T MQL Condition|
—RREIS AN, "R,
WA S$S400 S50C FC250 SCM440 NAK SKDB61 NAK HPM FCDA00
Work Material Structural Steel Alloy Steel Mold Steel Ductile Cast Iron
Carbon Steel Heat Treated Steel Pre-Hardened Steel
Cast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B [EIE 3 EDRE [EIET3 XD RE Bk EDRE Bk EDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min") (mm/min) (min") (mm/min) (min") (mm/min) (min1) (mm/min)
3.0 7600 750 6700 500 5700 430 5700 520
4.0 5700 750 5000 500 4300 430 4300 520
5.0 5100 840 4450 560 3800 480 3800 570
6.0 4200 840 3700 560 3200 480 3200 570
7.0 3600 840 3200 560 2700 480 2700 570
8.0 3200 840 2800 560 2400 480 2400 570
9.0 2800 790 2500 540 2100 460 2100 550
10.0 2550 740 2200 510 1900 440 1900 540
11.0 2300 690 2000 490 1700 420 1700 520
12.0 2100 640 1900 470 1600 400 1600 500

AQDEXOH25D/30D | 75

7 RUIVEX 74 Juit=]l25D/30D AQUA Drills EX Oi-Hole 250/300

|MQL ST MQL Cond|t|0n|
— ARSI, FRE.
oI SS400 S50C FC250 SCM440 NAK SKD61 NAK HPM FCD400
Work Material e S Aoy Szl Wlsie] izt Ductile Cast Iron
or Carbon Steel Heat Treated Steel Pre-Hardened Steel
Cast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B [E|#E5%Y EDRE LT3 EDRE Bk EDRE [EIE3 EDRE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min1) (mm/min) (min1) (mm/min) (min1) (mm/min) (min1) (mm/min)
3.0 7700 690 6700 460 5700 400 5700 480
4.0 5700 690 5000 460 4300 400 4300 480
5.0 5100 750 4450 510 3800 440 3800 540
6.0 4200 750 3700 510 3200 440 3200 540
7.0 3600 750 3200 510 2700 440 2700 540
8.0 3200 750 2800 510 2400 440 2400 540
9.0 2800 730 2500 490 2100 420 2100 520
10.0 2550 690 2200 470 1900 400 1900 500
AQDEXOH10D/15D/20D/25D/30D
1) %Wlﬂ“’li\’b'jfﬁ 57, MIERIRIEE DRRIC KD UIEIE S B 1) Adjust cutting condition according to the rigidity of machine or work clamp

(SIS stay

2) L@Wﬁ”?ﬁﬁ:{g MQL ZfER UIcis
3) JYRTYIMIMMIAERT, 7171 b ?ﬁﬁ”ﬁ’@ﬂﬂlx#l;&: DYIb<Le 3)
PO B <R ENBDET,

aor =

4) AT v TEDFROLEFTRUTLEEW

5) 25w J&(3 0500 ~ 1Dc ZBRIC LT /2
) HA RAINTZSMICHBIT L

state.

2) The table values condition are for drilling with MQL.

Non-step drilling is possible. However, a work material and cutting

condition to chip removal may be worse

[CIEFRT v TEDZT DNIHIRAZRBEL T IZE 0,

4)

In that case, add step feed or review the cutting condition.

In step feed, return to the entrance hole.

5) Step feed interval is about 0.5 ~ 1 X Dc.

o JURE(E 2Dc ~ 3Dc. 6) Recommend pre-drilling of guide hole. Depth is 2 ~ 3 X Dc.

7) HA RAUNIICE AQDEXOHPLT Z#BEBH LET., FNRUILEDH 7) Recommend the AQDEXOHPLT for guide drilling.

0.03mm KREVH A XZHELET

TNTTEE-11 B3

TRIEE L,

o Recommend the diameter that is 0.03mm larger than the deep hole drill.
8) AT VU AMDMIICEFREETT, DT MITZEHELUET . 8) It is non-application for Stainless Steel. Please drill with Wet.

A-40, A-41, A-42, A-43, A-44

www.theindustrialshop.com

#iEG

HBERUIL

NAZRY)L

IvF

N
IVRI

VTR

ISy -
Ty bR
Z0ft

fTER
5]

A-143



The Industrial Shop

HEiE KU )L OEEEHISE T

Standard Cutting Condition for Carbide Drills

AQDEXOH35D/40D I 797 RUIL EX Z4 Jbit—) 35D/40D aqua Drils EX OikHole 350/40D

‘"z w hIT Wet Condition|

—RREIE A, RRE.
1Rk A, BEH A 2. TUIN\— R B2 454 V8% ==
bt ATVLDA
i #umt | SSA00SS0CFC250 | SCMA40 NAK SKDE 1 NAKHPM FCD400 SUS304 S?Jﬁjsm 6
Work Material SHUEUITE S (AT SEEL [¥Tells Sl Ductile Cast Iron Stainless Steel
Carbon Steel Heat Treated Steel Pre-Hardened Steel
Cast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B [EIET3 EDRE O#ER% | EDEE [EIE 2 EDRE [EIE 3 XD RE [EIE 3 EDRE
— Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
BRI (mm) (min) | (mm/min) | (min) | (mm/min) | (min!) | (mm/min) | (min) | (mm/min) | (min") | (mm/min)
3.0 9600 690 6400 350 5500 300 5500 360 5500 270
4.0 7200 690 4800 350 4200 300 4200 360 4200 270
5.0 6400 760 4300 390 3700 340 3700 400 3700 300
6.0 5300 760 3600 390 3100 340 3100 400 3100 300
7.0 4600 760 3000 390 2600 340 2600 400 2600 300
7.5 4200 760 2900 390 2500 340 2500 400 2500 300
NAZRUJIL AQDEXOH35D/40D
1) BRI D—20 05> T N TERE EDORRIC K DTSR ZHE LT EEW, 1) Adjust cutting condition according to the rigidity of machine or work clamp state.
2) COLIHIRAEAKAMIEIHE 2R UI5a T, 2) For drilling with water soluble cutting fluid
3) FAGRMYIHPREIZER T 2IBA(CIE, BEMEXDEREZ 30% FFTLEE 3) In non-water soluble cutting fluid, reduce the rotation and feed by 30%.
4) RERERTHEVNIEE L, 4) Use on internal coolant
5) JYARTWIMIMMIAE T, 122U, WEIHOMTRECEDTID < FHHENER 5) Non-step drilling is possible. However, a work material and cutting condition to chip
{IFBDBDHOET, removal may be worse.
ZDBEICFRT Y TEDZETDIEIREZERELTLLEEL, In that case, add step feed or review the cutting condition.
ATV UZEDINGIFREH 2000 ZHBR DBAICIEFRT v TINTZMHELE S, For hole deeper than 20 X Dc in Stainless Steel, recommend in step feed
6) AT v TEDFNDLEEFTRLTLEEL, 6) In step feed. return to the entrance hole.
IvF 7) 27w J8(F 0.5Dc ~ 1Dc ZBR(CLTL R 7) Step feed interval is about 0.5 ~ 1 X De.
8) AA FIUNIZESRFICHIF TSV, TURE (& 2Dc ~ SDC 8) Recommend pre-drilling of guide hole. Depth is 2 ~ 3 X Dc.
9) A4 RIUNLICIF AQDEXOHPLT ZHEH LFET. HNEUILELDH 0.03mm K 9) Recommend the AQDEXOHPLT for guide drilling.
TV A XEHELET, Recommend the diameter that is 0.03mm larger than the deep hole drill.
m HESR stocked sized
. AQDEXOHA5D/S00 | 797 KUl EX 24 biti=Ib A5D/50D Aaua dils EX 0ok 4507500
B
/KL Iy MIT Wet Condition]
—fiEiE A, kR,
R HHHK e, AEME AW TUIN— RV 5H54 ==
U v
#uit | SS400SS0CFG250 | SCMAA40 NAK SKDE 1 NAKCHPM FCD400 o éuTe,solfiﬂsm 6
Work Material ST Siies] Ay Sizze! ¥lell] Szl Ductile Cast Iron Stainless Steel
NAZ Carbon Steel Heat Treated Steel Pre-Hardened Steel
IVRIL Cast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B EEd | XDOEE | EEH | XDERE | BEH | XDEE | BE# | XDEE | EE | XDEE
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)
3.0 7600 480 5100 250 4400 210 4400 250 4400 190
U8 4.0 5700 480 3800 250 3300 210 3300 250 3300 190
5.0 5100 540 3400 270 3000 240 3000 280 3000 210
6.0 4200 540 2800 270 2500 240 2500 280 2500 210
AQDEXOH45D/50D
1) BEEEPD—2 55> T NITERARIEE DRRIC K DUIRIRAZFE L T ZE W, 1) Adjust cutting condition according to the rigidity of machine or work clamp state.
2) COUIHIRAEAELIREAIZ R UIcBa T Y. 2) For drilling with water soluble cutting fluid.
3) AKEEHY Eﬁﬂ%@ﬁﬁ‘g‘éﬁ%‘éla& EIERE EEDREZ 30% MFTLREL, 3) In non-water soluble cutting fluid. reduce the rotation and feed by 30%.
4) NEMEHCHEVNL fEE 4) Use on internal coolant
IS - 5) JVAT /77]|]Ib‘ﬁi§§“a e Uy #BHIM PIIRAIC KD 0 < FHHHEDE 5) Non-step drilling is possible. However. a work material and cutting condition to chip
v NER {IFBHENHODFT, removal may be worse.
ZOBAICIFRT v TEDZET HIEIERHZRBEL T EE L, In that case, add step feed or review the cutting condition.
ZDfth ATV UAEDNGIF RSO 20D ZBA DHBAICIEAT v IINIZEHRLET . For hole deeper than 20 X Dc in Stainless Steel. recommend in step feed.
6) AT W TEDF. D EEFTRUTLEEL), 6) In step feed, return to the entrance hole.
7) 27w 7B(F0.5Dc ~ 10c ZEZRICLTL S0, 7) Step feed interval is about 0.5 ~ 1 X D¢
8) A4 RyUIZSHRICHIF T LS. TURE(F 2Dc ~ 3Dc, 8) Recommend pre-drilling of guide hole. Depth is 2 ~ 3 X De.
9) A BIUIICE AQDEXOHPLT EBEHLET, FNRUILEDH 0.03mm Kk 9) Recommend the AQDEXOHPLT for guide drilling.
FOHA X EHEL Recommend the diameter that is 0.03mm larger than the deep hole drill.
10) 7\l RSN 45D uit(;mﬁmﬁmwmr(umm <THHEMDBLL DT EN 10) When depth of hole over than 45 x Dc, work material or pressure lubrication will make
wPIE HOFET, chip ejection worse. At that time, we recommend to transact pre-stage process of over
T D& 25Dc M EDRIMNITZ{T SR ZHREBLET . 25 x De.
m &R stocked sized
Hifrast
5|
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Attention on using the cutting condition tables
1. Utilize the standard cutting condition shown in the catalogs just as the
general guide, when starting operation.

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

cutting.

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

AQDEXOH35D/40D | 797 RUIL EX Z4 Juit—) 35D/40D aqua Drils EX OikHole 350/40D

'MQL fiT MQL Condition |
—RREIS AN, "R, )
Ik aEi. BEH FA M. TUIN\— R4 o510 kR
I SS400 S50C FC250 SCM440 NAK SKD61 NAK HPM FCD400
Work Material S S sle e NS Ductile Cast Iron
Carbon Steel Heat Treated Steel Pre-Hardened Steel
Cast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B [EIE 3 EDRE [EIET3 XD RE Bk EDRE Bk EDRE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min'1) (mm/min) (min) (mm/min) (minT) (mm/min) (minT) (mm/min)
3.0 6400 460 5600 320 4800 280 4800 320
4.0 4800 460 4200 320 3600 280 3600 320
5.0 4200 500 3700 350 3200 300 3200 350
6.0 3500 500 3100 350 2600 300 2600 350
7.0 3000 500 2600 350 2300 300 2300 350
75 2800 500 2500 350 2100 300 2100 350
AQDEXOH35D/40D
1) BEIE©D—20 052 TN TERRE EDORIRIC K DRI ZHEE LT T, 1) Adjust cutting condition according to the rigidity of machine or work clamp state.
2) COYIHIRAFIMQA L ZERUIBATY . 2) The table values condition are for drilling with MQL.
3) /AT YIMIMMTAE S, 2. WHIMPIIIRAC KOO < FHEMEHNR 3) Non-step drilling is possible. However, a work material and cutting condition to chip
{IFBHENHOFT, removal may be worse.
ZOBAEICIFRATY TEDZETIIHIEH ZRE LT ET0N In that case, add step feed or review the cutting condition
4) 7w TEDRIDEEFTRLTLEEL, 4) In step feed. return to the entrance hole.
5) 27w J&(F 0.5Dc ~ 1Dc ZBZR(CLTL &L, 5) Step feed interval is about 0.5 ~ 1 X De.
6) AA RFUNTZESRFICHIFTLLEE L), TURS (& 2Dc ~ 3Dc, 6) Recommend pre-drilling of guide hale. Depth is 2 ~ 3 x Dc.
7) AA RFUNIICIE AQDEXOHPLT Z8EH LET. RNRUILEDH 0.03mm Kk 7) Recommend the AQDEXOHPLT for guide drilling.
EVNTA AEHELFT, Recommend the diameter that is 0.03mm larger than the deep hole drill
8) ATV UAMADIIICEAEETT, DTy MITZE#ELET, 8) It is non-application for Stainless Steel. Please drill with Wet.

AQDEXOH45D/50D I 797 R EX 74 bk—)b 45D/50D aqua Drills EX OikHole 450/50D

| MQL 1T MQL Condition |
—RiEE AN, ReRM. ) X
R HFHHK [=F NGt FA M. TUIN\— R §5 540 L%
R S8400 S50C FC250 SCM440 NAK SKDB61 NAK HPM FCD400
Work Material | Structural Steel Alloy Steel Mold Steel Ductile Cast Iron
orMatenal | carpon Steel Heat Treated Steel Pre-Hardened Steel
Cast Iron
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
B B4 XD HRE kT2 XD RE Bk XD RE [EIE3 EDRE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min") (mm/min) (min") (mm/min) (min") (mm/min) (min") (mm/min)
3.0 5200 330 4500 230 3900 200 3900 230
4.0 3900 330 3400 230 2900 200 2900 230
5.0 3400 360 3000 250 2600 210 2600 250
6.0 2800 360 2500 250 2100 210 2100 250
AQDEXOH45D/50D
1) #EEIEPO—o 55> 7 T Bmﬁfﬁt@#ﬁiiﬁ!ccﬁDt}jﬁu%ﬁ%g{ﬂgb‘c<rgau 1) Adjust cutting condition according to the rigidity of machine or work clamp state.
2) COYHIZAF MAL ZBRAUIBET 2) The table values condition are for drilling with MQL.
3) JYARTYIMIBMTAET. cfEL. W%‘JM’PUDI?&@[«.&DWD <FHREMNE 3) Non-step drilling is possible. However, a work material and cutting condition to chip
{IEBBHHDET . removal may be worse.
ZOHBAICIF. AT v TEDZETDNHIRGZEEL T EEL, In that case. add step feed or review the cutting condition.
4) ATy TEDIFROLEF TRUTL T, 4) In step feed, return to the entrance hole
5) 27w 78(F 0.5Dc ~ 1Dc ZHZ(CLTL T 5) Step feed interval is about 0.5~ 1 X Dc.
6) A4 Ry IZS/ICHIFTILE L, TURE(F EDC ~ 3D 6) Recommend pre-drilling of guide hole. Depth is 2 ~ 3 X Dc.
7) A4 BFUNLICIE AQDEXOHPLT Z8|BH LE . RIT I\U)I/d:DB 0.03mm Xk 7) Recommend the AQDEXOHPLT for guide drilling.
FOHA XEHRUET . Recommend the diameter that is 0.03mm larger than the deep hole drill.
8) AF VLU ZAMDMIICEARBETT, D w MITZEH#ELET, 8) It is non-application for Stainless Steel. Please drill with Wet
9) NBIFREN 45Dc LU ETIFEHIMPASHEIC K D YID < FHHEENBLLDEH D 9) When depth of hole over than 45 x Dc, work material or pressure Iubrication will make

b&Fd.
ZDE5E 250 U EDRIMTZ{T DR HEHR LT,

FIUNIAZE-11 BHBRIEEL,

chip ejection worse.
At that time, we recommend to transact pre-stage process of over 25 X Dc.
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