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It is possible to drill hardened material (50 ~ 70HRC).
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High stiffness tool design prevent sudden breakage from micro chipping.
High efficiency and long tool life.
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Life comparison of drilling in Hardened Mold Steels

Life comparison of drilling in Hardened HSS
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This drill meets high efficiency drilling of hardened material.
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Standard Drilling Condition for Carbide Drills
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Drill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min") (mm/min) (min") (mm/min) (min") (mm/min) (min1) (mm/min)
2 6400 320 4000 160 3200 100 2400 70
3 4200 250 2700 140 2100 85 1600 60
4 3200 260 2000 120 1600 65 1200 48
6 2100 210 1300 100 1100 55 800 32
tJJ 8 1600 190 1000 100 800 40 600 24
N 10 1300 160 800 95 640 32 480 19
Hl 2 1100 130 660 80 530 27 400 6
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Adjust drilling condition according to the rigidity of machine or work clamp
state.

Recommend AQUA Drills Stub, AQUA Drills Regular in drilling work material
which hardness is below 50HRC.

This table value is used in dry & wet condition, but work material having
over B0HRC hardness is used in wet condition.

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

When for hole depth more then 3 X D, reduce the rotation and feed by
30%

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.

In step feed, return to the entrance hole.

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

Adjust the drill run out to 0.02mm or less.

Reduce feed to 50% of table values at starting.




