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3.2 80 7900 0.13 (0.08─0.18) 1025 60 5900 0.1 (0.05─0.15) 590
4.0 80 6300 0.15 (0.10─0.20) 945 60 4700 0.12 (0.08─0.18) 560
5.0 80 5000 0.15 (0.10─0.20) 750 60 3800 0.12 (0.08─0.18) 455
6.3 80 4000 0.17 (0.12─0.22) 680 60 3000 0.15 (0.1─0.2) 450
8.0 80 3100 0.19 (0.14─0.24) 585 60 2300 0.17 (0.12─0.22) 390

10.0 60 1900 0.2 (0.15─0.25) 380 50 1500 0.18 (0.13─0.23) 270
12.0 60 1500 0.21 (0.16─0.26) 315 50 1300 0.19 (0.14─0.24) 245
16.0 60 1100 0.22 (0.17─0.27) 240 50 900 0.2 (0.15─0.25) 180
20.0 60 900 0.23 (0.18─0.28) 205 50 700 0.21 (0.16─0.26) 145

3.2 50 4900 0.1 (0.05─0.15) 490 80 7900 0.13 (0.08─0.18) 1025
4.0 50 3900 0.12 (0.08─0.18) 465 80 6300 0.15 (0.10─0.20) 945
5.0 50 3100 0.12 (0.08─0.18) 370 80 5000 0.15 (0.10─0.20) 750
6.3 50 2500 0.15 (0.1─0.2) 375 80 4000 0.17 (0.12─0.22) 680
8.0 50 1900 0.17 (0.12─0.22) 320 80 3100 0.19 (0.14─0.24) 585

10.0 40 1200 0.18 (0.13─0.23) 215 60 1900 0.2 (0.15─0.25) 380
12.0 40 1000 0.19 (0.14─0.24) 190 60 1500 0.21 (0.16─0.26) 315
16.0 40 700 0.2 (0.15─0.25) 140 60 1100 0.22 (0.17─0.27) 240
20.0 40 600 0.21 (0.16─0.26) 125 60 900 0.23 (0.18─0.28) 205

3.2 60 5900 0.1 (0.05─0.15) 590 50 4900 0.1 (0.05─0.15) 490
4.0 60 4700 0.12 (0.08─0.18) 560 50 3900 0.12 (0.08─0.18) 465
5.0 60 3800 0.12 (0.08─0.18) 455 50 3100 0.12 (0.08─0.18) 370
6.3 60 3000 0.15 (0.1─0.2) 450 50 2500 0.15 (0.1─0.2) 375
8.0 60 2300 0.17 (0.12─0.22) 390 50 1900 0.17 (0.12─0.22) 320

10.0 50 1500 0.18 (0.13─0.23) 270 40 1200 0.18 (0.13─0.23) 215
12.0 50 1300 0.19 (0.14─0.24) 245 40 1000 0.19 (0.14─0.24) 190
16.0 50 900 0.2 (0.15─0.25) 180 40 700 0.2 (0.15─0.25) 140
20.0 50 700 0.21 (0.16─0.26) 145 40 600 0.21 (0.16─0.26) 125
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DRILLING (SOLID CARBIDE)

RECOMMENDED CUTTING CONDITIONS

(Note 1)	Using	a	high	pressure,	through	spindle	coolant	system	is	recommended.
(Note 2)	Emulsion	type	water	based	coolant	is	recommended.
(Note 3)	When	using	non-water	coolant,	reduce	the	revolution	by	10%─20%.

Work 
Material

Austenitic	Stainless	Steel (<200HB)

X5CrNi1810, X5CrNiMo17-12-2

Austenitic	Stainless	Steel (>200HB)

X2CrNiN1810, X2CrNiMoN17-12-2

Drill Dia.
(mm)

Cutting	Speed
(m/min)

Revolution
(min-1)

Feed rate
(Min.─Max.)

(mm/rev)

Table	Feed
(mm/min)

Cutting	Speed
(m/min)

Revolution
(min-1)

Feed rate
(Min.─Max.)

(mm/rev)

Table	Feed
(mm/min)

Work 
Material

Two-phase Stainless Steel (<280HB)

X3CrNiMoN27-5-2

Ferritic and Martensitic Stainless Steel (<200HB)

X10Cr13, X6Cr17

Drill Dia.
(mm)

Cutting	Speed
(m/min)

Revolution
(min-1)

Feed rate
(Min.─Max.)

(mm/rev)

Table	Feed
(mm/min)

Cutting	Speed
(m/min)

Revolution
(min-1)

Feed rate
(Min.─Max.)

(mm/rev)

Table	Feed
(mm/min)

Work 
Material

Ferritic and Martensitic Stainless Steel (>200HB)

X20CrNi17-2, X30Cr13

Hardened Stainless Steel (<450HB)

X5CrNiCuNb164,	X7CrNiAl177, 17-4PH, 17-7PH

Drill Dia.
(mm)

Cutting	Speed
(m/min)

Revolution
(min-1)

Feed rate
(Min.─Max.)

(mm/rev)

Table	Feed
(mm/min)

Cutting	Speed
(m/min)

Revolution
(min-1)

Feed rate
(Min.─Max.)

(mm/rev)

Table	Feed
(mm/min)
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