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S| mEREy | XDE | @I | XpE | @I | XbE | @i | XpE | @E | XbE
Rotation | Feed Rotation Feed Rotation | Feed Rotation Feed Rotation | Feed
S (min™) | (mm/rev) | (min™) |(mm/rev)| (min?) |(mm/rev)| (min™) | (mm/rev) | (min™) | (mm/rev)
®0.03~10,000— | 0.001 ~ |10,000— | 0.001 ~ |10,000— 0.001 10,000— | 0.001 ~ [10,000— | 0.001 ~
0.09 20,000 | 0.0015 | 20,000 | 0.0015 | 20,000 ’ 15,000 | 0.0015 | 20,000 | 0.002
®0.1~ | 25,000~ | 0.002~ | 20,000~ |0.0015~ | 17,000~ | 0.001~ {15,000 ~|0.0005~ | 20,000~ | 0.0005~
0.29 20,000 0.01 15,000 | 0.007 13,000 | 0.004 7,500 0.001 13,000 | 0.001
®0.3~ |20,000~| 0.01~ 15.000 0.007~ | 13,000~ | 0.003~ {10,000 ~| 0.002 ~ | 13,000~ | 0.002~
0.49 18,000 0.02 ! 0.01 10,000 0.005 8,000 0.01 9,500 0.01
@05~ | 18,000~ | 0.02~ |15,000~ | 0.01~ |10,000~ | 0.005~ | 8,000 ~ |0.015 ~ | 9,500~ | 0.015~
0.99 15,000 0.04 9,500 0.02 7,000 0.01 6,000 0.02 7,000 0.02
@$1~ 15000~ | 0.03~ | 9,500~ | 0.02~ | 7,000~ | 0.01~ |6,000 ~ | 0.02~ | 7,000~ | 0.02~
1.99 9,500 0.06 6,000 0.05 4,000 0.03 4,000 0.04 4,000 0.04
@20~ | 9500~ | 0.07~ | 6,000~ | 0.05~ | 4,000~ | 0.02~ |4,000~ | 0.03~ | 4,000~ | 0.03~
3.0 6,300 0.1 4,800 0.08 3,000 0.04 3,700 0.05 3,000 0.05

A7y TiEDE: ©0.03~00.4: FUJLEX10%~20% (0.1D~
0.2D)

Step Feed ©0.5~01.0: RUJLEX20%~30% (0.2D)
01O LME:  RUJLEX30%~50% (0.3D~
0.5D)
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Remarks:
1) When drilling smaller hole, especially under ¢ 1.0mm, the guide
hole(posisioning by starting drill) is necessary.
It prevents the drill breackage and initial chipping of cutting edge.
2) The run out with a drill in a spindle should be minimized to less than 0.003mm.
3) When machines can not achieve a recommended rotation speed, please set
maximum speed but in stable rotation range and adjust the feed rate.
For smaller drills under ¢ 0.5, the most stable rotation speed of actually using
spindle has higher priority than recommended conditions shown in the table.
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