DFAS /DFAS-E

RECOMMENDED CUTTING CONDITIONS

Material DC L/D n ¢ :roo
3.0 <5 10610 0.07 (0.04 - 0.10)
4.0 <5 7960 0.08 (0.04 - 0.11)
5.0 <5 6370 0.10 (0.05 - 0.14)
6.0 <5 5310 0.12(0.06 - 0.17)
7.0 <5 4550 0.13(0.07 - 0.20)
Mild steel, 8.0 <5 3980 0.16 (0.08 - 0.23)
Carbon steel,
Alloy steel 9.0 <5 3540 0.17 (0.09 - 0.26)
10.0 <5 3180 0.20 (0.10 - 0.29)
11.0 <5 2890 0.22(0.11 - 0.32)
12.0 <5 2650 0.24(0.12 - 0.35)
13.0 <5 2450 0.26 (0.13 - 0.39)
14.0 <5 2270 0.28 (0.14 - 0.42)
3.0 <5 3180 0.04 (0.01 - 0.08)
4.0 <5 2390 0.06 (0.01 - 0.11)
5.0 <5 1910 0.08 (0.02 - 0.13)
6.0 <5 1590 0.08 (0.02 - 0.15)
7.0 <5 1360 0.09 (0.02 - 0.16)
- ——— 8.0 <5 1190 0.10(0.03-0.17)
9.0 <5 1060 0.11(0.03 - 0.19)
10.0 <5 950 0.12 (0.03 - 0.20)
11.0 <5 870 0.13(0.04 - 0.22)
12.0 <5 800 0.14 (0.04 - 0.24)
13.0 <5 730 0.15 (0.04 - 0.26)
14.0 <5 480 0.16 (0.05 - 0.28)
3.0 <5 10610 0.04 (0.02 - 0.07)
4.0 <5 7960 0.05 (0.03 - 0.09)
5.0 <5 6370 0.07 (0.03 - 0.11)
6.0 <5 5310 0.08 (0.04 - 0.13)
7.0 <5 4550 0.09 (0.05 - 0.15)
Gray cast iron, 8.0 <5 3980 0.11(0.05-0.17)
Ductile cast iron 9.0 <5 3540 0.12 (0.06 - 0.20)
10.0 <5 3180 0.13(0.07 - 0.22)
11.0 <5 2890 0.15(0.07 - 0.24)
12.0 <5 2650 0.16 (0.08 - 0.26)
13.0 <5 2450 0.17 (0.09 - 0.28)

0.19 (0.09 - 0.30)

1. This should be the depth from the uppermost surface of the workpiece material when machining on an angled
surface. (Refer to diagram) -
2. The cutting table above assumes drilling on a flat surface.
For hole drilling on an angled surface, adjust the feed rate in accordance with the inclination angle.
When the inclination angle ais 30° or less, reduce the feed rate by 30 % or more as a guideline.
When the inclination angle a is greater than 30°, reduce the feed rate by 50 % or more as a guideline.
. This product is a tool intended for hole drilling. It cannot be used for cross-feed or helical machining. f
4. If adrillwith L/D =5 is used, a pilot hole of the same diameter, or a centre drilled hole with a diameter larger
than the finished drill is needed.
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Material DC L/D n ¢ :roo
3.0 <5 13790 0.04 (0.02 - 0.07)
4.0 <5 10350 0.05 (0.03 - 0.09)
5.0 <5 8280 0.07 (0.03-0.11)
6.0 <5 6900 0.08 (0.04 - 0.13)
7.0 <5 5910 0.09 (0.05 - 0.15)

Aluminium alloy 8.0 <5 5170 0.11(0.05 - 0.17)
9.0 <5 4600 0.12 (0.06 - 0.20)
10.0 <5 4140 0.13(0.07 - 0.22)
11.0 <5 3760 0.15 (0.07 - 0.24)
12.0 <5 3450 0.16 (0.08 - 0.26)
13.0 <5 3180 0.17 (0.09 - 0.28)
14.0 <5 2960 0.19 (0.09 - 0.30)
3.0 <5 3710 0.03 (0.01 - 0.05)
4.0 <5 2790 0.04 (0.01 - 0.07)
5.0 <5 2230 0.05 (0.02 - 0.08)
6.0 <5 1860 0.06 (0.02 - 0.10)
7.0 <5 1590 0.07 (0.02 - 0.12)

Titanium alloy 8.0 <5 1390 0.08 (0.03 - 0.13)
9.0 <5 1240 0.09 (0.03 - 0.15)
10.0 <5 1110 0.10(0.03 - 0.17)
11.0 <5 1010 0.11(0.04 - 0.18)
12.0 <5 930 0.12 (0.04 - 0.20)
13.0 <5 860 0.13(0.04 - 0.22)
14.0 <5 800 0.14 (0.05 - 0.23)

1. This should be the depth from the uppermost surface of the workpiece material when machining on an angled
surface. (Refer to diagram)

2. The cutting table above assumes drilling on a flat surface.
For hole drilling on an angled surface, adjust the feed rate in accordance with the inclination angle.
When the inclination angle ais 30° or less, reduce the feed rate by 30 % or more as a guideline.
When the inclination angle a is greater than 30°, reduce the feed rate by 50 % or more as a guideline.

3. This product is a tool intended for hole drilling. It cannot be used for cross-feed or helical machining.

4. If adrillwith L/D =5 is used, a pilot hole of the same diameter, or a centre drilled hole with a diameter larger
than the finished drill is needed.






