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MIME : BEEE - BB -

For magnesium aluminum alloy,

thermoplastics.
X BT AR REREE - @
Special tolerance( ¢ ) is on request.

7&d A7= Tolerance -
e 0SS E

= . o RIBAR R BT R 4R
Order No. Order No.

0.10 1.0 38 3 2 CDM20010
0.15 1.0 38 3 2 CDM20015
0.20 1.5 38 3 2 CDM20020
0.25 2.0 38 3 2 CDM20025
0.30 2.0 38 3 2 CDM20030
0.35 2.5 38 3 2 CDM20035 CDM20035F
0.40 3.5 38 3 2 CDM20040 CDM20040F
0.45 3.5 38 3 2 CDM20045 CDM20045F
0.50 3.5 38 3 2 CDM20050 CDM20050F
0.60 4.0 38 3 2 CDM20060 CDM20060F
0.70 5.0 38 3 2 CDM20070 CDM20070F o
0.80 6.0 38 3 2 CDM20080 CDM20080F =
0.90 6.0 38 3 2 CDM20090 CDM20090F §
1.00 7.0 38 3 2 CDM20100 CDM20100F ‘E'
1.10 8.0 38 3 2 CDM20110 CDM20110F 8
1.20 8.0 38 3 2 CDM20120 CDM20120F 3
1.30 9.0 38 3 2 CDM20130 CDM20130F
1.40 10.0 38 £3) 2 CDM20140 CDM20140F
1.50 10.0 38 3 2 CDM20150 CDM20150F
1.60 10.0 38 3 2 CDM20160 CDM20160F
1.70 10.0 38 3 2 CDM20170 CDM20170F
1.80 10.0 38 3 2 CDM20180 CDM20180F
1.90 10.0 38 3 2 CDM20190 CDM20190F
2.00 10.0 38 3 2 CDM20200 CDM20200F
2.10 10.0 38 3 2 CDM20210 CDM20210F &
2.20 10.0 38 3 2 CDM20220 CDM20220F ﬁﬂ
2.30 10.0 38 3 2 CDM20230 CDM20230F 7:,
2.40 10.0 38 3 2 CDM20240 CDM20240F E
2.50 10.0 38 3 2 CDM20250 CDM20250F N
2.60 10.0 38 3 2 CDM20260 CDM20260F
2.70 10.0 38 3 2 CDM20270 CDM20270F
2.80 10.0 38 3 2 CDM20280 CDM20280F
2.90 10.0 38 3 2 CDM20290 CDM20290F

=> SIHR R = feifrE sl

Cutting Condition Technical Data




Table 49

SSHEREEE- 270(870) tIHIRIFER

SOLID CARBIDE DRILLS- DRILLING CONDITION TABLE

F— e CEZ Fi548 i SRS S
Material Carbon Alloy Stainless Cast High-Temp
Steels Steels Steels Iron Alloys
Iﬁﬂﬁ S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Ti-6Al-4V
Material Code
H il HRC<20 HRC20~30 — HRC<30 HRC<30
ardness
HIEIZEE Ve 48m/min 40m/min 28m/min 40m/min 24m/min
s S F S F S F S E S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
4mm 3,820 310 3,180 220 2,230 160 3,180 220 1,910 110
5mm 3,060 240 2,550 180 1,780 120 2,550 180 1,530 90
6mm 2,550 200 2,120 150 1,490 100 2,120 150 1,270 80
8mm 1,910 210 1,590 140 1,110 100 1,590 140 960 80
10mm 1,530 240 1,270 170 890 120 1,270 170 760 80
12mm 1,270 360 1,060 220 740 160 1,060 220 640 130
16mm 960 310 800 190 560 130 800 190 480 120
fimst
Remarks
X £IHIATE Cutting Formula : S(EEHEHIE) = Vo(HIEIEERE) X 1000/ D(AME)/ 7 (3.14)  FOEAREER) = f(SEIEMRE) X S(EHIE)
%777 = A
Table 50 CDM 58 = $&5E- 27) (3EHE) IIHIRER
SOLID CARBIDE DRILLS- DRILLING CONDITION TABLE -
[
~
p—— s 28 M E =
Material Carbon Alloy Stainless Cast «Q
Steels Steels Steels Iron g)
e =3
IT{FH;IF;, S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD =3
Material Code g
ot HRC<20 HRC20~30 — HRC<30 =
Hardness ~
o
HIHIZEE Ve 60m/min 40m/min 20m/min 50m/min o
M S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
0.50mm 38,220 630 25,480 400 12,740 70 31,850 550
0.95mm 20,110 700 13,410 450 6,710 80 16,760 610
1.00mm 19,110 630 12,740 380 6,370 70 15,920 550
1.45mm 13,180 670 8,790 450 4,390 60 10,980 610
1.50mm 12,740 640 8,490 400 4,250 70 10,620 550 “L?J
1.95mm 9,800 700 6,530 450 3,270 80 8,170 620 ﬁU
2.00mm 9,550 640 6,370 380 3,190 70 7,960 560 1'%
2.45mm 7,800 700 5,200 440 2,600 80 6,500 510 1¢
2.50mm 7,640 630 5,100 410 2,550 70 6,370 540 %E
2.95mm 6,480 700 4,320 450 2,160 80 5,400 610
fissE
Remarks

X HIHIAT Cutting Formula : S(E##FE) = V(IIHIZERE) X 1000/ D(9ME) / 7 (3.14) FOELAERE) = (BEERS) X S(THmEEE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.






