727 REVO RUILOEELHISEF

Standard Cutting Condition for AquaREVO Drrills

AQRVDS
AQRVDR
AQRVDSL
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727REVORY )V A% J AquaREVO Drills Stub
727REVORUJU LF 2S5 AquaREVO Drills Regular
79 REVO |‘U”J t o~ 9 AquaREVO Semi-long
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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 ElER# | EORE | EEH | EXDEE | EEH | EDRE | BERE | EDRE | BEH | EORE | EEH | XDERE BERUIL
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)
AQRVDS 727 REVO RUJVRA# T AquaREVO Drills Stub
2.0 16000 1000 12700 800 7200 350 4800 190 12000 750 3200 140
3.0 10600 1100 8500 890 4800 390 3200 210 8000 830 2120 150
5.0 6400 1100 5100 890 2900 390 1900 210 4800 830 1280 150 NZRUIL
8.0 4000 1100 3200 890 1800 390 1200 210 3000 830 800 150
10.0 3200 1050 2500 840 1400 380 1000 200 2400 800 640 150
120 2650 1000 2100 800 1200 350 800 190 2000 750 530 140
16.0 2000 890 1600 700 900 320 600 170 1500 660 400 120
AQRVDR 727 REVO RUJVL*215 AquaREVO Drills Regular
2.0 16000 900 12700 720 7200 320 4800 170 12000 680 3200 130
3.0 10600 1000 8500 810 4800 360 3200 190 8000 760 2120 140 IvF
5.0 6400 1000 5100 810 2900 360 1900 190 4800 760 1280 140
8.0 4000 1000 3200 810 1800 350 1200 190 3000 760 800 140
10.0 3200 960 2500 760 1400 340 1000 180 2400 720 640 130
120 2650 900 2100 720 1200 310 800 170 2000 680 530 130
16.0 2000 810 1600 650 900 290 600 150 1500 600 400 110
AQRVDSL 727 REVO RUJLE=0YS AquaREVO Drills Semi-long pre=s
20 12000 | 670 | 9550 | 540 | 5400 | 240 | 3660 | 130 | 8920 | 510 | 2400 | 95 TURSI
3.0 8000 740 6370 610 3600 270 2440 145 5940 570 1600 105
5.0 4780 740 3820 610 2160 270 1460 145 3570 570 960 105
8.0 2980 740 2400 610 1350 260 920 145 2230 550 600 105
10.0 2400 720 1900 570 1080 260 730 135 1780 530 480 95
120 1990 675 1600 550 900 240 610 130 1480 500 400 95
16.0 1500 600 1200 480 680 220 460 110 1120 450 300 80 NR
IVRS
AQRVDS/AQRVDR/AQRVDSL FEb
1) BB D—20 0507, IIREREEDRIRIC KD UHIFGEFE 1) Adjust cutting condition according to the rigidity of machine or work clamp
LT<LrEELY, state.
2) &Wbbﬂi%ﬂyDMUICHS‘L,\_CMU'I&“D‘TJL,\%A‘ UUDbBRETDESIFE. 2) In machine or installation of machining step, when there is no rigidity of
FEOOEHEEDEEER LSS 'C'F[j‘_C<7L'<_VL/\o machine or chattering occurs, reduce the rotation and feed rate.
3) DT MITIFAEELIELERZ R Ui 3’ 3) Wet condition are for drilling with water soluble cutting fluid.
4) FAKBUEYEIREZERT DHBE (TS, @ﬁﬁf‘: bEE%RE 20% FIFT 4) In non-water soluble cutting fluid, reduce the rotation and feed rate by
P 200%. THITR
5) 7IL= _'jbnﬁ BEE. ATVUAEONITICERQETT, 5) Drilling Aluminum Alloy, Light Metal, Stainless Steel are not recommended.
B) I_Z_j;b/ LR#E. 7URESH 2DC BB D BAIRGR AT v IIIZEIT>TL 6) Drilling the step feed in Stainless Steel when hole depth more than 2xDC
[aral M deep.
7) |\747J|]I@%A\ BAROYD L FHREDS I 7 IO—%{ToTLRE 7) Use air blow for cooling and the chip exclusion in dry process.
8) B ks duri tting, or heat by break . or hot chip, thi is d
8) m,m@tﬂ D T KU LIFTERONIEI DI E K SOBRE B £ o fire, Take 18 proventon MoagUoe, o o o CaneeT
T, BhARSERET> T REW 9) A work material and cutting condition to chip removal may be worse. In
9) ?)Eﬁ‘]ﬁ‘\'bbﬂIx#F[Ld:DUJD <3’}3f3|':h' T’IFD‘/U\<73Z>$D‘ED§§'Q FDiE that case, please step feed. It is recommended to step feeding for drilling £
BILEZT v TEDELTIREW, (RS 3DC #83 HH/AEIFR depth of more than 3xDC. YT
T IERDERELET, 10) Retraction of the step feed is to be returned to the top of the hole. by g
10) 27w TEDFIROLETTRLTLZE), 11) Step feed is recommended to 0.5 ~ 1.0xDC. ZDAth
1) 27w J&lF 0.5 ~ 1.0DC ZBRICLTL & 12) Please use the fixture to control the amplitude of the drill bit below 0.02mm,
12) RUJLDIRN%Z 0.02mm BLIFIT, /N2 - r—JEtUEﬂ@%Dlg 0.01mm 4 for small diameter, high-speed cutting control amplitude of the drill bit
TCHZTF v v+ T UTLIEE W, 0.01mm or less.
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