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- CDSF2 F

X BRINIRE = 5870 ©
Cutting effective length = 5xd
X BE18 ZAR  ofEE -

Drills, tip angle =118~ is on request.
X Ht TS AR RERER - @
Special tolerance( ¢ ) is on request.

7&d A7= Tolerance -
el HO 0SS eHE

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

5.0 34 73 5.0 2 CDSF20500 CDSF20500F

5.1 38 76 5.1 2 CDSF20510 CDSF20510F

5.2 38 76 5.2 2 CDSF20520 CDSF20520F

88 38 76 B8 2 CDSF20530 CDSF20530F

5.4 38 76 54 2 CDSF20540 CDSF20540F

5Y5) 38 76 515 2 CDSF20550 CDSF20550F

5.6 | 81 5.6 2 CDSF20560 CDSF20560F

5.7 41 81 5.7 2 CDSF20570 CDSF20570F

5.8 41 81 5.8 2 CDSF20580 CDSF20580F

5.9 4 81 5.9 2 CDSF20590 CDSF20590F

6.0 41 81 6.0 2 CDSF20600 CDSF20600F o
6.1 4 81 6.1 2 CDSF20610 CDSF20610F =
6.2 41 81 6.2 2 CDSF20620 CDSF20620F §
6.3 41 81 6.3 2 CDSF20630 CDSF20630F ‘E'
6.4 | 81 6.4 2 CDSF20640 CDSF20640F 8
6.5 41 81 6.5 2 CDSF20650 CDSF20650F 3
6.6 43 83 6.6 2 CDSF20660 CDSF20660F

6.7 43 83 6.7 2 CDSF20670 CDSF20670F

6.8 43 83 6.8 2 CDSF20680 CDSF20680F

6.9 43 83 6.9 2 CDSF20690 CDSF20690F

7.0 43 83 7.0 2 CDSF20700 CDSF20700F

71 45 87 71 2 CDSF20710 CDSF20710F

7.2 45 87 7.2 2 CDSF20720 CDSF20720F

7.3 45 87 7.3 2 CDSF20730 CDSF20730F

74 45 87 74 2 CDSF20740 CDSF20740F &

7.5 45 87 7.5 2 CDSF20750 CDSF20750F ﬁﬂ
7.6 48 90 7.6 2 CDSF20760 CDSF20760F 7:,
7.7 48 90 7.7 2 CDSF20770 CDSF20770F E
7.8 48 90 7.8 2 CDSF20780 CDSF20780F N
7.9 48 90 7.9 2 CDSF20790 CDSF20790F

8.0 48 90 8.0 2 CDSF20800 CDSF20800F

8.1 53 96 8.1 2 CDSF20810 CDSF20810F

8.2 53 96 8.2 2 CDSF20820 CDSF20820F

8.3 53 96 8.3 2 CDSF20830 CDSF20830F

8.4 53 96 8.4 2 CDSF20840 CDSF20840F

8.5 53 96 8.5 2 CDSF20850 CDSF20850F

8.6 55 98 8.6 2 CDSF20860 CDSF20860F

=> SIHR R = feifrE sl

Cutting Condition Technical Data




$5a [F)imEEe- 1R4EE- 27)(5fER)

- CDSF2 F

X BRINIRE = 5870 ©
Cutting effective length = 5xd
X BE18 ZAR  ofEE -

Drills, tip angle =118~ is on request.
X HEAERIEREREE o @
Special tolerance( ¢ ) is on request.
7&d A7= Tolerance -
. 0SS Er

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

8.7 55 98 8.7 2 CDSF20870 CDSF20870F

8.8 55 98 8.8 2 CDSF20880 CDSF20880F

8.9 55 98 8.9 2 CDSF20890 CDSF20890F

9.0 55 98 9.0 2 CDSF20900 CDSF20900F

9.1 58 102 9.1 2 CDSF20910 CDSF20910F

9.2 58 102 9.2 2 CDSF20920 CDSF20920F

9.3 58 102 9.3 2 CDSF20930 CDSF20930F

94 58 102 9.4 2 CDSF20940 CDSF20940F

9.5 58 102 9.5 2 CDSF20950 CDSF20950F

9.6 60 105 9.6 2 CDSF20960 CDSF20960F

o 9.7 60 105 9.7 2 CDSF20970 CDSF20970F
= 9.8 60 105 9.8 2 CDSF20980 CDSF20980F
§ 9.9 60 105 9.9 2 CDSF20990 CDSF20990F
"Z 10.0 60 105 10.0 2 CDSF21000 CDSF21000F
8 10.1 66 112 10.1 2 CDSF21010 CDSF21010F
@ 10.2 66 112 10.2 2 CDSF21020 CDSF21020F
10.3 66 112 10.3 2 CDSF21030 CDSF21030F

10.4 66 112 104 2 CDSF21040 CDSF21040F

10.5 66 112 10.5 2 CDSF21050 CDSF21050F

10.6 68 114 10.6 2 CDSF21060 CDSF21060F

10.7 68 114 10.7 2 CDSF21070 CDSF21070F

10.8 68 114 10.8 2 CDSF21080 CDSF21080F

10.9 68 114 10.9 2 CDSF21090 CDSF21090F

11.0 68 114 11.0 2 CDSF21100 CDSF21100F

ﬁg 11.1 71 118 111 2 CDSF21110 CDSF21110F
\ﬁu 11.2 71 118 11.2 2 CDSF21120 CDSF21120F
7] 11.3 71 118 11.3 2 CDSF21130 CDSF21130F
E- 11.4 71 118 114 2 CDSF21140 CDSF21140F
- 11.5 71 118 11.5 2 CDSF21150 CDSF21150F
11.6 73 121 11.6 2 CDSF21160 CDSF21160F

11.7 73 121 11.7 2 CDSF21170 CDSF21170F

11.8 73 121 11.8 2 CDSF21180 CDSF21180F

11.9 73 121 11.9 2 CDSF21190 CDSF21190F

12.0 73 121 12.0 2 CDSF21200 CDSF21200F

12.5 76 135 12.5 2 CDSF21250 CDSF21250F

12.7 78 137 12.7 2 CDSF21270 CDSF21270F

13.0 78 137 13.0 2 CDSF21300 CDSF21300F

=> SIHR R = feifrE sl

Cutting Condition Technical Data
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Table 77 SRS INEEE | LT R 7] LNRIRER

SOLID CARBIDE THREAD MILLS- THREADING CONDITION TABLE

[%)=1
Material
Group

MSHIA MSHDIA
MIHE i
Material Hardness HIZEE BERSE HIHIERE BERE
Vc (m/min) fz (mm) Ve (m/min) fz (mm)
Carbon S35C,S45C,S50C HRC<20 - — 65~200 0.008~0.01
Steels
aEi
Alloy SCM,SKT,SKD HRC20~30 = — 65~185 0.005~0.008
Steels
=k
Alloy SCM,SKT,SKD HRC30~45 — — 65~160 0.004~0.005
Steels
N7
Stainless SUS304 — — — 50~100 0.004~0.008
Steels
i
Cast FC,FCD HRC<30 — — 40~110 0.004~0.008
Iron
=
Aluminum Al 5052 /6061 /7075 — 60~120 0.007~0.08 — —
Alloys

X 718 TIIAESE ) EREINER TREUNHIERESRE ) 60% ©
At tools entry, set the Feed (mm) to 60% lower than the threading Feed.

X tHI/AZ0 Cutting Formula : S(EEHEEER) = Ve(IIHEIZERE) X 1000 / D(FME) / T (3.14)

FOEARER) = fA(B7EME) X Z(7)#) X S(EH#HiEE)

Table 78 CDSF ESiiRE R EIRIETE- 27) (515 R)(HEIR) tHIRER

SOLID CARBIDE DRILLS- DRILLING CONDITION TABLE

F—— s e a5 T80 s
Material Carbon Alloy Alloy Stainless Cast
Steels Steels Steels Steels Iron
M Iﬁﬂsﬁ' S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 FC/FCD
aterial Code
R HRC<20 HRC20~30 HRC30~45 = HRC<30
Hardness
IEIEE Ve 90m/min 65m/min 50m/min 40m/min 80m/min
Mg S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 9,550 830 6,900 620 5,310 410 4,250 230 8,490 860
5mm 5,730 620 4,140 460 3,190 320 2,550 170 5,100 840
8mm 3,580 570 2,590 440 1,990 290 1,590 160 3,190 810
10mm 2,870 530 2,070 390 1,590 260 1,270 140 2,550 800
12mm 2,390 470 1,730 350 1,330 230 1,060 140 2,120 800
16mm 1,790 400 1,290 310 1,000 210 800 110 1,590 790
fissE X RIEIRIEDR - SRERIR LR - WD 30%AREMENERS -
Remarks Uncoated Drills Reduce 30% RPM & FEED From Coating One.
X tHIAZL Cutting Formula : S(EEHEEER) = Ve(HIEIZERE) X 1000 / D(FME) / 7 (3.14) FOEAREE) = (SEELRSE) X S(EHEE)

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.






