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Realize long tool life drilling in FC, FCD, and Low carbon steels.
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Realize longer life by hard metal for Cast Irons and aqua coating.

New design cutting edge form corner wear curb.
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This drill is suited for long life drilling of FC, FCD, and Low Carbon 797 KU FC F-8
Steels.
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6.3 - $8400, S10C | S45C, SCM440 | SUJ, NAK SKD, SKH Hardened Steels
6.4 ~ 150HB ~225HB ~275HB | 30~40HRC | 40~ 50HRC | 50 ~ 65HRC
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6.9 SUS304 SUS420 | Ti/Ni Alloys FC/FCD AC/ADC Cu
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Attention on using the milling condition tables
. Utilize the standard milling conditions shown in the catalogs just as the
general guide, when starting operation.
2. Adjust milling condition when unusual vibration, different sound occur by
cutting.
3. When using low speed machines, use the maximum speed and adjust the
feed rate.

AQDFC | 7727 RUJL FC aQuA Drilis FC

JFSEE  conventional Condition

HREI
Work Material

AT Hikk
FC250, FC300

Gray Cast Irons

5051 )V
FCD400

Ductile Cast Irons

5051 )V
FCD700

Ductile Cast Irons

EiEAE SS400
EiRs=# S15C

Structural Steels
Low Carbon Steels

B [ElER#y EDRE [BIEREL EDRE [BIEREL EDRE [BlEREL EDRE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min1) (mm/min) (min"1) (mm/min) (min1) (mm/min) (min'!) (mm/min)
2 13000 540 10500 400 8600 260 7000 210
3 9600 760 7700 550 6400 370 5100 290
5 5800 760 4600 550 3800 370 3100 290
8 3600 760 2900 550 2400 370 1910 290
10 2900 760 2300 550 1900 370 1530 290
12 2400 680 1900 500 1600 330 1270 260
ENRSEH  High-Speed Condition
RFH T 5051 Lk 5951 |LEtk #BISAM SS400
FC250, FC300 FCD400 FCD700 KRl S15C

WEI
Work Material

Gray Cast Irons

Ductile Cast Irons

Ductile Cast Irons

Structural Steels
Low Carbon Steels

B [EIE I3 EDRE Bk EDRE Bk EDRE (B3 EDEE
Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min1) (mm/min) (min'") (mm/min) (min'") (mm/min) (min") (mm/min)
2 21500 1130 17200 830 14300 550 11500 440
3 16000 1580 12700 1150 10600 760 8500 610
5 9600 1580 7600 1150 6400 760 5100 610
8 6000 1580 4800 1150 4000 760 3200 610
10 4800 1580 3800 1150 3200 760 2550 610
12 4000 1420 3200 1030 2650 690 2120 550
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Adjust drilling condition according to the rigidity of machine or work clamp

state.

2) In High Carbon Steels, Alloy Steels, Hardened Steels, recommend AQUA
Drills Stub and Regular.

3) Use air blow for cooling and the chips exclusion in dry process.

4) By sparks during cutting, or heat by breakage, or hot chips, there is danger
of fire. Take fire prevention measures.

5) Wet condition are for drilling with water soluble cutting fluid.

6) Provide sufficent amount cutting fluid to the cutting point and in the flute.

7) Use the table values for drilling depths under 3 X D.

8) When for hole depth more then 3 X D, reduce the rotation and feed by

20%

When for hole depth more then 3 X D deep. add step seediing.

However, a work material and drilling condition to Chip removal may be

worse. In that case, add A even if drilling depth 3 X D is as follows.

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

11) Step feed interval is about 0.5 ~ 1 X D. In small diameter, about 0.2 ~ 0.5
X D.

12) Adjust the drill run out to 0.02mm or less.
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