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This oil hole drill is suitable for workpiece materials from Carbon
Steel and Stainless Steel to Aluminum. ¢DC:I: -
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el DRV BR | 2R | EE sl BEVEE BR | 2R | 'E e DEVEEY BR | 2R | EE
Dc Ds 2 L Stock Dc Ds 2 L Stock Dc Ds 2 L Stock
5.0 1.0 11 | 77 140 170, 17 | 119 193
5.1 1.1 17.1
5-2 39 1 1.2 17.2 . ]
5.3 1.3 81 17.3 123 NAZRUIL
5.4 1.4 17.4
55| 6 95 11.5 17.5
5.6 1.6 '2 148 176 '8 201
5.7 1.7 17.7
5.8 42 11.8 84 17.8 126
5.9 11.9 17.9 [
6.0 12.0 18.0 57
6.1 12.1 18.1
6.2 12.2 18.2
6.3 46 12.3 88 18.3 130
6.4 12.4 18.4
65 125 185
2 7 103 123 18 156 188 1o 209 I
6.7 12.7 187 am
6.8 49 12.8 91 18.8 133 TUrsI
6.9 12.9 18.9
7.0 13.0 19.0
7.1 13.1 19.1
7.2 13.2 19.2
7.3 53 13.3 95 19.3 137 I
7.4 134 19.4 N Z
7.5 135 19.5 ToR=
75 s 17 122 1a 164 1991 20 217
7.7 13.7 19.7
7.8 56 13.8 o8 19.8 140
7.9 . 13.9 . 19.9 O
8.0 14.0 20.0
8.1 14.1 20.5 147 | 228 P
8.2 14.2 21.0
83 60 14.3 102 215
8.4 14.4 220]| o5 | 53 234
85 14.5 225
r i 119 9l 15 172 2es 160 | 241
8.7 14.7 235
8.8 63 14.8 105 *235| 32 —
8.9 14.9 %240 25 | 67252 s
9.0 15.0 240 32 o
9.1 15.1 %245 25
9.2 15.2 245 32
9.3 67 15.3 109 x25.0| 25 | /3| 258
9.4 15.4 25.0
9.5 16,5 255 —
o2 10 127 132 16 180 £55 182 | 267 ]
9.7 16.7 265
9.8 70 15.8 112 27.0 189 | 274
9.9 15.9 275
10.0 16.0 28.0 196 | 281
10.1 16.1 285 32
10.2 16.2 29.0 203 | 288 Pr—
10.3 74 16.3 116 295 ikt
10.4 16.4 30.0 210 295 ]
105] 11 140 165 17 193 305
10.6 16.6 31.0 217 802
10.7 16.7 315
10.8 77 16.8 118 32.0 224 | 309
10.9 16.9
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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.
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Work
Material | Structural Steel | SoMelo NAK | SKDS1 NAKHPM) SUSS04 FCR50 FCDA00 | 42022 C1100 fnigye) Alioy e
Carbon Steel oy iteE el S . Cast Iron uminum A0V Titanjum Alloy
G e Heat treated Steel | Hardened Steel | Stainless Steel Copper Alloy
~ 200HB 20 ~ 30HRC 30 ~ 40HRC
BR& ElEdy | XDRE | EERE | EOEE | EERE | EDRE | BEH | XDERE | [EH | XDERE | EEH | EDEE | EEH | xhEE
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)
16 500 80 400 65 300 38 200 32 500 100 600 100 100 13 @R
20 400 80 320 65 240 38 160 32 400 100 480 100 80 13
24 330 80 265 65 200 38 130 32 330 100 400 100 70 13
28 280 70 230 55) 170 33 110 28 280 80 340 90 60 11
32 250 70 200 55 150 33 100 28 250 80 300 90 50 11
36 220 65 175 45 130 30 90 26 220 80 260 90 40 10
40 200 60 160 45 120 30 80 24 200 70 240 80 40 10
44 180 50 145 40 110 25 70 20 180 60 220 75 40 8 NARUL
50 160 50 125 35 95 25 60 18 160 50 190 65 30 7
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1) ERRIEDCD—00 50T INTERRIEEDIRRIC KD UIHIERS ZEEE 1) Adjust cutting condition according to the rigidity of machine or work clamp
LTLrEEl, states.
Ffe, BIEDEUVERTINT 9 35a(1F. SACTIUNITZULTLEEL, In the case of machines does not have stiffness, please pre-drilling.
2) TOYIHEIEHFAAEIEREIZER UBE T, 2) For drilling with water soluble cutting fluid.
3) VIEPHEIEIN TR RULEAN TSR L TEE L, 3) Provide sufficient amount cutting fluid to the cutting point and in the flute. y>
4) COYHIRERE, 7NBIFERS 1Dc LUFCEALIEEL, 4) For drilling depth of 1 X Dc or less. Fv
5) MIEICUID S FHREIT O ENHDRIDT. NI\—FTE O CTHRA 5) When the chip grow, add step feed.
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Work Material 215400 S50C SCM440 NAK SKD61 NAK HPM SUS304 SUS316| FC250 FCD400 A505_2 C1100 Nickel Alloy
ructural Steel | Alloy Steel Mold Steel Stainless Steel Crt (i Aluminum Alloy Titanium Allo
Carbon Steel Heat treated Steel | Hardened Steel Copper Alloy v AP _
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 30 ~ 40HRC bR
B [BIEREY |EDRE | EERE [XDRE | CERE |EDEE | EEEE XD RE | CERE EDRE | ¥R | XD RE | R |%DRE ot
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)
5 2500 | 470 | 2000 320 1250 180 760 90 2800 660 | 4300 | 1010 320 32
8 1600 410 1300 280 800 165 480 85 1800 580 2700 870 200 30
10 1300 370 1000 250 640 155 380 80 1400 510 2200 800 160 29 IR
12 1100 350 850 240 530 145 320 75 1200 480 1800 730 130 28
16 800 320 640 210 400 130 240 68 880 430 1400 670 100 26
20 640 290 510 190 320 115 190 62 700 390 1100 600 80 24
25 510 250 410 170 260 100 150 53 560 340 870 540 64 21
32 400 210 320 140 200 80 120 45 440 280 680 440 50 18
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