Technical Report

=202\ —=SPYl#|&& 43R T0GLON Hard SP Recommended Drilling Condition

s W ANEH (SKD,HSS)(45-60HRC)
WORK MATERIAL HARDENING STEEL
1
AR 30m/min
CUTTING SPEED
ke EILI5 EYE OV EYE(Vig)
SHANK DIAMTER SPEED FEED(HOLE) FEED(V GROOVING)
mm min”’ mm/rev mm/rev
3 3,180 0.01 -0.03 0.025 -0.075
4 2,380 0.01 -0.03 0.025 -0.075
6 1,590 0.02 -0.04 0.05 -0.1
8 1,190 0.04 -0.08 0.1 0.2
10 950 0.08 -0.13 0.2 —0.325
12 790 0.13 -0.18 0.325 —-0.45
16 590 0.15 -0.2 0.375 -0.5
20 470 0.18 -0.23 0.45 -0.575
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1.The above is a standard to the last.Please change accordinga to the situation.
(Oilmist or dry processing is recommended.)
2.In the following case,please lower sending conditions.
*When processing it to the slope.
=When the work, chucking and machine rigidity is bad.
3.When the processing chamfering diameter is sharply smaller than the tool maximum chamfering diameter,
please change body diameter into processing chamfering diameter at the time of calculating number of rotation.
4 When the above number of rotation exceed the maximum number of rotation of a processing machine,
please change into maximum number of rotation.
5.Please decrease the feed if you want to raise the side roughness.
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