Recommended cutting parameters

ST series twist drills(internal coolant) 3D 5D
Workpiece Mild steel Carbon steel, alloy steel Stainless steel
material HB=<180 ~30HRC Austenite Martensite Ferrite
Cutting speed 80~150m/min 80~150m/min 40~80 m/min 50~100 m/min 60~120 m/min
Diameter Rso;(aat;gg Feed rate Rsosggzg Feed rate R:;Zggg Feed rate Rsoszggg Feed rate Rsc:;[:ggg Feed rate
(mm) (min") (mm/r) (min) (mm/r) (min™) (mm/r) (min™) (mm/r) (min”) (mm/r)
3 12700 0.09~0.12 12700 0.09~0.12 6300 0.03~0.07 7400 0.03~0.07 9000 0.03~0.07
4 9600 0.10~0.15 9600 0.10~0.15 4700 0.04~0.08 5600 0.04~0.08 6700 0.04~0.08
5 7600 0.12~0.18 7600 0.12~0.18 3800 0.05~0.10 4500 0.05~0.10 5400 0.05~0.10
6 6400 0.14~0.20 6400 0.14~0.20 3200 0.06~0.12 3700 0.06~0.12 4500 0.06~0.12
8 4800 0.16~0.24 4800 0.16~0.24 2400 0.08~0.16 2800 0.08~0.16 3400 0.08~0.16
10 3800 0.18~0.27 3800 0.18~0.27 1900 0.10~0.18 2200 0.10~0.18 2700 0.10~0.18
12 3200 0.20~0.30 3200 0.20~0.30 1600 0.12~0.20 1900 0.12~0.20 2300 0.12~0.20
14 2700 0.22~0.35 2700 0.22~0.35 1350 0.13~0.22 1600 0.13~0.22 1900 0.13~0.22
16 2400 0.25~0.36 2400 0.25~0.36 1200 0.14~0.25 1400 0.14~0.25 1700 0.14~0.25
18 2100 0.28~0.38 2100 0.28~0.38 1050 0.15~0.28 1200 0.15~0.28 1500 0.15~0.28
20 1900 0.30~0.40 1900 0.30~0.40 950 0.16~0.30 1100 0.16~0.30 1350 0.16~0.30

1. When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or 85% of the feed rate stated above.
As cutting conditions become stable, gradually increase the cutting speed and feed rate.

2. The cutting conditions above are applicable for drilling with emulsion.

3. When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.

4. These conditions above are applicable for cutting depth under 5D.

SC series twist drills(external coolant)
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material

Cutting speed

Diameter
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Cast iron
50~80m/min
Rsog:gzg Feed rate
(min) (mm/r)
9550 0.06~ 0.08
6400 0.09~0.12
4800 0.10~0.15
3800 0.12~0.18
3100 0.14~0.20
2400 0.16~0.24
1900 0.18~0.27
1600 0.20~ 0.30
1350 0.22~0.35
1200 0.25~ 0.36

Nodular cast iron

40~70m/min
Rotating

speed | Feedrate
(min™)

8000 0.06~0.08
5300 0.09~0.12
4000 0.10~0.15
3200 0.12~0.18
2700 0.14~0.20
2000 0.16~0.24
1600 0.18~0.27
1300 0.20~0.30
1150 0.22~0.35
1000 0.25~0.36

Silicon aluminium alloy

Si<10%
100~180m/min
R;)S:ggg Feed rate
(min™) (mm/r)
20000 0.07~0.16
15000 0.09~0.18
11000 0.10~0.22
9000 0.12~0.25
7400 0.14~0.28
5600 0.18~0.32
4500 0.22~0.36
3700 0.25~0.40
3200 0.27~0.44
2800 0.32~0.48

Si>10%
80~140m/min
Rso;:gzg Feed rate
(min) (mm/r)
18000 0.07~0.16
12700 0.09~0.18
9600 0.10~0.22
7600 0.12~0.25
6400 0.14~0.28
4800 0.18~0.32
3800 0.22~0.36
3200 0.25~0.40
2700 0.27~0.44
2400 0.32~0.48

Sd "L
Aluminum alloy
120~200m/min
R;;zggg Feed rate
(min™) (mm/r)
24000 0.07~0.16
16000 0.09~0.18
12000 0.10~0.22
10000 0.12~0.25
8500 0.14~0.28
6400 0.18~0.32
5000 0.22~0.36
4200 0.25~0.40
3600 0.27~0.44
3200 0.32~0.48

1. When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or 85% of the feed rate stated above.
As cutting conditions become stable, gradually increase the cutting speed and feed rate.
2. The cutting conditions above are applicable for drilling with emulsion.

3. When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.
4. These conditions above are applicable for cutting depth under 5D.
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