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B Recommended Cutting Conditions

/

Cutting conditions Cutting Dia gDc (mm) 7
Hard- - : g
Workpiece Material | ness | Cutting Spﬂdl(erﬁ?\ﬁ_lygon g
(HB) | Speed Feed Rate 28 210 212 914 216 218 @20 @25 &
Ve(m/min) f (mm/rev)
Low-carbon | 3400 | 155|100 - 150 n (mint) [4,780 - 7,170|3,820 - 5,730(3,180 - 4,7802,730 - 4,090(2,390 - 3,5802,120 - 3,180(1,910 - 2,870|1,530 - 2,290
Steel | S10C~S25C f (mm/rev)| 0.41 - 020|013 - 024|014 - 028|017 - 0.32|019 - 0.35 | 0.23 - 038 | 0.25 - 041|030 - 0.50
S30C~S58C n (min) |3980 - 5,970|3,180 - 4,780(2,650 - 3,980 2,270 - 3,410{1,990 - 2,990|1,770 - 2,650(1,590 - 2,390|1,270 - 1,910
(Annealed) | 190 |100 - 150
f (mm/rev)| 013 - 0.24{015 - 029 |0.17 - 033|019 - 0.36|0.22 - 041|025 - 046 |0.28 - 0.48|032 - 0.60
Carbon n (min) [3,180 - 4,780|2,550 - 3,820(2,120 - 3,1801,820 - 2,730|1,590 - 2,390|1,420 - 2,120(1,270 - 1,901,020 - 1,530
250 |80 - 120
Bize S30C~S58C f (mm/rev)| 013 - 0.21{0.15 - 025|0.18 - 031]0.21 - 0.39|0.23 - 045|025 - 053|0.28 - 0.61|038 - 0.64
(Heat treated) 200 |50 . 75 n (min) (1,990 - 2,990/1,590 - 2,390(1,330 - 1,990|1,140 - 1,710|1,000 - 1,490| 880 - 1,330| 800 - 1,190| 640 - 960
f (mm/rev)| 0.11 - 0.19{012 - 023|0.16 - 028|021 - 032|023 - 035|025 - 041|0.28 - 041|032 - 045
SCMSCrete. | 150 |70 - o5 n (mint) {2,790 - 3,780{2,230 - 3,030|1,860 - 2,520|1,590 - 2,160|1,390 - 1,890|1,240 - 1,680|1,110 - 1,510| 890 - 1210
(Annealed) f (mm/rev)| 0.15 - 028|016 - 0.35| 021 - 0.37|023 - 046|025 - 0.46 | 0.25 - 051 | 0.30 - 051|035 - 0.60
275 |70 - 051" (min) 12,790 - 3,780/2,230 - 3,030(1,860 - 2,520{1,590 - 2,160|1,390 - 1,890|1,240 - 1,680(1,110 - 1,510| 890 - 1,210
Alloy Steel f (mm/rev)| 0.11 - 0.21{0.14 - 025|019 - 030|0.21 - 0.33/0.23 - 037|028 - 043|0.28 - 0.46 | 032 - 058 5
[0} =22
Y n (min) |2,390 - 3580|1,90 - 2,870(1,590 - 2,390/1,360 - 2,050(1,190 - 1,790|1,060 - 1,590| 960 - 1,430| 760 - 1,150| ®
SCM,SCr etc. 300 |60 - 90 O
(Heat treated) f (mm/rev)| 0.1 - 0.19{012 - 023|0.16 - 026|0.18 - 0.31 /021 - 0.33|0.23 - 036 |0.25 - 0.38| 030 - 050 :"}
a50 |50 . 751" (min) {1,990 - 2,990(1,590 - 2,390(1,330 - 1,990(1,140 - 1,710|1,000 - 1,490| 880 - 1,330| 800 - 1,190| 640 - 960 r_E
f(mm/rev) | 0.11 - 020|012 - 023]0.16 - 0.25| 017 - 0.29 | 0.18 - 0.32 020 - 0.36|0.23 - 0.38 028 - 050 | 3
SUSIL | 500 |60 - 80 n (min) |2,390 - 3,180|1,90 - 2,550(1,590 - 2,120/1,360 - 1,820|1,190 - 1590|1,060 - 1,420| 960 - 1,270| 760 - 1,020
Sl | f (mm/rev)| 041 - 019|012 - 023|016 - 026|018 - 031|021 - 0.33|0.23 - 036 | 0.25 - 038|028 - 0.42
Steel n (min) [1,990 - 2,790|1,590 - 2,230(1,330 - 1,860 1,140 - 1,590/1,000 - 1,390| 880 - 1,240| 800 - 1,110| 640 - 890
K SUSE30 | 300 |50 - 70
f (mm/rev)| 0.11 - 020012 - 023|0.16 - 025|017 - 0.29 0.8 - 0.32|0.20 - 036 |0.23 - 0.38|025 - 040
n (min) |4,780 - 6,770|3,820 - 5410(3,180 - 45102,730 - 3,870(2,390 - 3,3802,120 - 3,010{1,910 - 2,710{1,530 - 2,170
y FC150~FC200 | 180 |120 - 170
?"7 Gray Cast f (mm/rev)| 017 - 0.32{020 - 037|0.23 - 043]0.27 - 048030 - 055|033 - 061 |0.33 - 0.61 | 040 - 0.74
22 Iron n (min) |3580 - 4,780|2,870 - 3,820(2,390 - 3,180 2,050 - 2,730{1,790 - 2,390|1,590 - 2,120{1,430 - 1,9101,150 - 1,530
FC250~FC350 | 260 | 90 - 120
2 f (mm/rev)| 014 - 0.25(0.16 - 031|0.19 - 035|0.23 - 042026 - 0.47|0.28 - 053|0.30 - 058|036 - 0.70
= n (min) [2,390 - 3580|1,910 - 2,870(1,590 - 2,390/1,360 - 2,050(1,190 - 1,790|1,060 - 1,590| 960 - 1,430| 760 - 1,150
o FCDA0O~FCD500 | 160 |60 - 90
Nodular f (mm/rev)| 0.14 - 0.25(0.16 - 030 |0.19 - 035|0.22 - 040|024 - 045|028 - 051|0.28 - 0.56| 034 - 067
Cast Iron n (mint) |1590 - 2,590|1,270 - 2,070(1,060 - 1,730| 910 - 1,480| 800 - 1,290| 710 - 1,150| 640 - 1,040| 510 - 830
FCDB00~FCDBO0 | 250 |40 - 65
f (mm/rev)| 010 - 0.19{012 - 022|0.14 - 025|0.16 - 0.31/0.19 - 035|023 - 051|0.25 - 0.53|030 - 0.60
- Internal coolant is recommended. In case of external coolant, cutting depth must be 3xD or less.
- The longer drilling depth gets (3D — 5D — 8D), the lower of the recommended feed rate should be set for f.
B Reference charts
<Cutting conditions> : Workpiece Material Heat treated steel (Hardness 240HB) Vc=80m/min, Wet
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