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Standard Cutting Condition for HSS Drrills
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SGESS
SGOH7D
SGOH

SG-ESS RU)JU scEss Drills
SG A4 ik—=Ib AU=bI+>2J RU)L(7DF) s6 oitHole Straight Shank Drills (7D)
SG-FAX F 4 )bik—IU RY )L sGFAX Qil-Hole Drills
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BEIM | 95400550c | SCMA4ONAK | SKDBT NAK HPM AERERE ED ||
Work Material | gt ctural Steel | Alloy Steel Mold Steel gg?ﬁg::sl::j] @ E(;gtEil(r)O:CD4OO Aluminum Alloy ?ﬁ:mﬁ;’ﬁg?y
Carbon Steel Heat Treated Steel | Pre-Hardened Steel Copper Alloy [
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 30 ~ 40HRC
B ElEsE | EDRE | EEE [XDIRE | BERE EDRE | EERE [XDRE | EERE EDRE | OEsH |XDRE | EERE | E0RE
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)
0.5 16000 | 240 |13000| 150 9500 80 5100 50 |20000| 300 |23000| 300 2500 18
1.0 9500 | 250 8000 | 190 6400 140 3500 65 12000 | 400 |15000| 500 1600 &S
2.0 5700 | 360 4600 | 240 3200 160 1900 80 6300 | 490 9700 | 760 800 27
3.0 4200 | 460 3400 | 320 2100 170 1300 85 4700 | 640 7200 | 980 530 29
5.0 2500 | 430 2000 | 290 1250 165 760 80 2800 | 600 4300 | 920 320 28
8.0 1600 | 370 1300 | 250 800 150 480 75 1800 | 530 2700 | 790 200 26
10.0 1300 | 340 1000 | 230 650 140 380 73 1400 | 460 2200 | 730 160 26
12.0 1100 | 310 850 | 210 530 130 320 70 1200 | 430 1800 | 670 130 25
16.0 800 | 290 640 | 200 400 120 240 63 880 | 390 1400 | 610 100 23
20.0 640 | 260 510| 180 320 110 190 57 700 | 350 1100 | 550 80 21
25.0 510 | 240 410| 160 250 95 150 50 560 | 330 870 | 510 64 19
320 400 | 180 320 | 120 200 70 120 40 440 | 250 680 | 380 50 16

SGESR
SGES
SGSS
SGSD
SGOH9D
SGTDK

SG-ESR RUIJU sGEsR Drills
SG-ES RUJU sGEs Drills
SG ¥a—b RU)Jb sG short Drills
SG A MUL—b2+v 22 RU)V sG straight Shank Drills
SG A/ Wik=Ib ARU=bF2 25 RUJL(9D ) s6 dilHole Straight Shank Drills (D)
SG-FAX 7—I\¥+ %2 RUJU SG-FAX Taper Shank Drills
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Work Material | ooo0 oooas | s e < | SKDE NAKHPM) susa04 susate| Foaso Fopaoo| 002 C1 100 | pesistant Alloy
ructural Steel | Alloy Steel Mold Steel STnlacacienl CaatiTon Aluminum Alloy Tiieariurn ey
Carbon Steel Heat Treated Steel | Pre-Hardened Steel Copper Alloy [Reatal
~ 200HB 20 ~ 30HRC 30 ~ 40HRC 30 ~ 40HRC
B ElER#y XDRE | EERH | ERORE | EERE |EDRE | IR XD RE | BERE XDEE | BERH EDFE | EERH |EDRE
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)
2 5700 | 300 | 4600 | 200 | 3200 120 | 1800 55 6300 | 410 | 9700 | 630 800 23
3 4200 | 380 | 3400 | 260 | 2100 120 | 1100 60 4700 | 530 | 7200 | 820 580 ED
5 2500 | 360 | 2000 | 240 | 1300 120 760 75 2800 | 500 | 4300 | 770 320 23
8 1600 | 310 | 1300 | 210 800 S 480 80 1800 | 440 | 2700 | 660 200 22
10 1300 | 280 | 1000 190 640 110 380 80 1400 | 390 | 2200 | 610 160 22
12 1100 | 260 850 180 530 105 320 80 1200 | 360 | 1800 | 560 132 21
16 800 | 240 640 160 400 100 240 70 880 | 330 | 1400 | 500 100 20
20 640 | 220 510 150 320 90 190 60 700 | 300 [ 1100 | 460 80 119
25 510 | 200 410 140 250 80 150 50 560 | 270 870 | 420 64 18
32 400 | 150 320 110 200 65 120 45 440 | 210 680 | 330 50 1i5
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1) Adjust cutting condition according to the rigidity of machine or work clamp
state.

2) For drilling with water soluble cutting fluid.

3) Provide sufficient amount cutting fluid to the cutting point and in the flute.

4) Qil-Hole drill, use on internal coolant.

5) Reduce RPM and feed speed by 20% for hole deeper than 3 X Dc or when
using non-water soluble cutting fluid.

B) When for Stainless Steel drilling, add step feed.

7) When for hole depth more than 3 X Dc deep, add step feeding.
However, a work material and cutting condition to chip removal may be
worse. In that case, even if under predetermined hole depth, please step
feed.

8) In step feed, return to the entrance hole.

9) Step feed interval is about 0.5~ 1 X Dc. In small diameter, about 0.2 ~0.5
X Dec.

10) Use a collet chuck, milling chuck.

11) SGES and SGSD is not suitable for Austenitic Stainless Steel (SUS304
and others).
Also, for Structural Steel (35400) and Low-Carbon Steel (S15C), reduce
only the RPM.

www.kirtilal.com



