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By adopting a groove shape TZEHLS!

different from the main flute,
cutting fluid is stably supplied
to the cutting edge!
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Coolant supply route

The third relieve face ensures
stable coolant delivery to the tip,
even in small-diameter drills.
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It allows longer tool life when using
external coolant supply thanks to
expanding coolant supply area.

NEIDYIEIARZ up!
Increased coolant supply
to the outer periphery.



7JI]I$1§|J Processing Example

ERTIE TW-SUS-DR3D-6
Cutting Tool HSS (HSS)
Conventional (Carbide)
R SUS304
Work Material
CIHLERE TW-SUS 15m/min
Cutting speed fiEsk&E  12m/min
Conventional
EWE 0.08mm/rev
Feed rate
TURE 18mm (LEE W)
Hole depth Blind hole
ATy JIRTY S
Step Non-step feeding
fEFARE I M/C (BT30)
Machine Vertical \/C
S AKEELIELE  SEREH
Cutting oil Water soluble External coolant

Flank wear width KIFEEEFEIE VB mm

0.40
035 | —o—Tw-sUs —a—iska Sonsrion!
0.30 GEFSR 12 m/min
Conventional Product
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M TaER- TEERup!
Boosts machining efficiency
and tool life.

TW-SUS 15 m/min

20 30 40 50 60
Cutting distance YIHIEERE L m

XTW-SUSODETHEISEAFTURE D 3DCOZEICHIFDHRBETITOCTHIE T,

The cutting parameter for TW-SUS are the recommended parameter when the hole depth is 3DC.

S E T DISZIREE Wear comparision of the Peripheral cutting edge

Carbide

TW-SUS (#8) 56m

HER5m

Conventional Product

1500
Z
N
L

1000
X
N

X 500
g

g o
g
£

500

5

Torque BILZ Mz N-m
NS

HER

Conventional Product

5 10 15
Time B5R t s

20

25

fieskam (HSS) 12m

Conventional Product

7]|]I$1§u Processing Example

EAIE TW-SUS-DR3D-6

Cutting Tool KT (#8TE)
Conventional (Carbide)

AR SUS304

Work Material

YIHIEE TW-SUS 15m/min

Cutting speed I 3] 12m/min
Conventional

EUE 0.08mm/rev

Feed rate

TURS 18mm (LkE W)

Hole depth Blind hole

25y JIRTYS

Step Non-step feeding

fEFAREAR I M/C (HSK-A63)

Machine Vertical M/C

SIHA KBMLIENE  S1ERtEH

Cutting oil Water soluble External coolant

e

Conventional

Product
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Thrust and torque increase rapidly with
increasing hole depth, leading to
unstable machining.
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Coolant is delivered to the drill tip through
sub-flute, achieving stable drilling.




ion Drilling T
AC || 2

Point Angle

140°

Helix Angle

30°

AFY U ARBEERYIL Carbide Drill for Stainless Steel

TW-SUS-DR3D

BERDHFAZE Tolerance for Drill Diameter
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04=DC<3 3=DC<6 6=DC<10 | 10=DC=12 S
Qo010 Qos Qo022 Q027 LR |
LCF (8R) LS (v»V0R)
O=1R#E7E[Ed Standard stock item onL (&)
O=HEREIE7EEM Designated distributor stock.
NZES J—KNo. B MR BR Sl 2R St IR AR % 7EfE
N No. Code No. DC LU LCF PA OAL PL Ls DCON Fig. Stock
NO09203 | TW-SUS-DR3D-0.4 0.4 1.2 22 140 50 0.1 42.4 3 Fig. 1 [ ]
NO09204 | TW-SUS-DR3D-0.45 0.45 1.3 2.5 140 50 0.1 422 3 Fig. 1 O
N009205 | TW-SUS-DR3D-0.5 0.5 1.5 2.8 140 50 0.1 42 3 Fig. 1 [ ]
N009206 | TW-SUS-DR3D-0.55 0.55 1.6 3.1 140 50 0.1 41.8 3 Fig. 1 O
NO09207 | TW-SUS-DR3D-0.6 0.6 1.8 3.3 140 50 0.1 a1.7 3 Fig. 1 [ ]
N009208 | TW-SUS-DR3D-0.65 0.65 1.9 3.6 140 50 0.1 41.5 3 Fig. 1 O
NO09209 | TW-SUS-DR3D-0.7 0.7 241 3.9 140 50 0.1 41.3 3 Fig. 1 [ ]
NO09210 | TW-SUS-DR3D-0.75 0.75 22 4.2 140 50 0.1 4141 3 Fig. 1 |
NO09211 | TW-SUS-DR3D-0.8 0.8 24 4.4 140 50 0.1 41 3 Fig. 1 [ ]
N009212 | TW-SUS-DR3D-0.85 0.85 25 4.7 140 50 0.2 40.8 3 Fig. 1 O
N009213 | TW-SUS-DR3D-0.9 0.9 27 5 140 50 0.2 4041 3 Fig. 1 [ ]
N009214 | TW-SUS-DR3D-0.95 0.95 2.8 5.3 140 50 0.2 39.9 3 Fig. 1 O
N009215 | TW-SUS-DR3D-1 1 3 55 140 50 0.2 39.8 3 Fig. 2 [ ]
N009216 | TW-SUS-DR3D-1.05 1.05 3.1 5.8 140 50 0.2 39.6 3 Fig. 2 O
N009217 | TW-SUS-DR3D-1.1 1.1 3.3 6.1 140 50 0.2 39.4 3 Fig. 2 [ ]
N009218 | TW-SUS-DR3D-1.15 1.15 3.4 6.4 140 50 0.2 39.1 3 Fig. 2 O
N009219 | TW-SUS-DR3D-1.2 1.2 3.6 6.6 140 50 0.2 39 3 Fig. 2 [ ]
N009220 | TW-SUS-DR3D-1.25 1.25 3.7 6.9 140 50 0.2 38.8 3 Fig. 2 a
N009221 | TW-SUS-DR3D-1.3 1.3 3.9 72 140 50 0.2 38.6 3 Fig. 2 [ ]
N009222 | TW-SUS-DR3D-1.35 1.35 4 7.5 140 50 0.2 38.4 3 Fig. 2 O
N009223 | TW-SUS-DR3D-1.4 1.4 4.2 7 140 50 0.3 38.3 3 Fig. 2 [ J
N009224 | TW-SUS-DR3D-1.45 1.45 4.3 8 140 50 0.3 38.1 3 Fig. 2 O
N009225 | TW-SUS-DR3D-1.5 1.5 4.5 8.3 140 50 0.3 37.9 3 Fig. 2 [ J
N009226 | TW-SUS-DR3D-1.55 1.55 4.6 8.6 140 50 0.3 377 3 Fig. 2 O
N009227 | TW-SUS-DR3D-1.6 1.6 4.8 8.8 140 50 0.3 376 3 Fig. 2 [ ]
N009228 | TW-SUS-DR3D-1.65 1.65 4.9 91 140 50 0.3 374 3 Fig. 2 O
N009229 | TW-SUS-DR3D-1.7 1.7 51 9.4 140 50 0.3 37.2 3 Fig. 2 [ ]
N009230 | TW-SUS-DR3D-1.75 1.75 5.2 9.7 140 50 0.3 37 3 Fig. 2 O
N009231 | TW-SUS-DR3D-1.8 1.8 54 9.9 140 50 0.3 36.9 3 Fig. 2 [ ]
N009232 | TW-SUS-DR3D-1.85 1.85 5.5 10.2 140 50 0.3 36.7 3 Fig. 2 O
N009233 | TW-SUS-DR3D-1.9 1.9 57 10.5 140 50 0.3 36.4 3 Fig. 2 [ ]
N009234 | TW-SUS-DR3D-1.95 1.95 58 10.8 140 50 0.4 36.2 3 Fig. 2 O
N009235 | TW-SUS-DR3D-2 2 6 11 140 50 0.4 36.1 3 Fig. 2 [ ]
N009236 | TW-SUS-DR3D-2.05 2.05 6.1 11.3 140 50 0.4 35.9 3 Fig. 2 O
N009237 | TW-SUS-DR3D-2.1 241 6.3 1.6 140 50 0.4 357 3 Fig. 2 [ ]
N009238 | TW-SUS-DR3D-2.15 215 6.4 11.9 140 50 0.4 35.5 3 Fig. 2 a
N009239 | TW-SUS-DR3D-2.2 22 6.6 121 140 50 0.4 354 3 Fig. 2 [ ]
N009240 | TW-SUS-DR3D-2.25 2.25 6.7 12.4 140 50 0.4 35.2 3 Fig. 2 O




N&ES 3—KNo. B# EEBESS BR iR =3 ik IR SR A% TEE
N No. Code No. DC LU LCF PA OAL PL LS DCON Fig. Stock
N009241 | TW-SUS-DR3D-2.28 2.28 6.8 12.6 140 50 0.4 35.1 3 Fig. 2 [ J
N009242 | TW-SUS-DR3D-2.3 23 6.9 12.7 140 50 0.4 35 3 Fig. 2 [ J
N009243 | TW-SUS-DR3D-2.35 2.35 7 13 140 50 0.4 34.8 3 Fig. 2 O
N009244 | TW-SUS-DR3D-2.4 2.4 72 13.2 140 50 0.4 34.7 3 Fig. 2 [}
N009245 | TW-SUS-DR3D-2.45 2.45 7.3 13.5 140 50 0.4 34.5 3 Fig. 2 O
N009246 | TW-SUS-DR3D-2.5 2.5 75 13.8 140 50 0.5 34.3 3 Fig. 2 [}
N009247 | TW-SUS-DR3D-2.55 2.55 76 141 140 50 0.5 34.1 3 Fig. 2 O
N009248 | TW-SUS-DR3D-2.6 2.6 7.8 14.3 140 50 0.5 34 3 Fig. 2 ([ ]
N009249 | TW-SUS-DR3D-2.65 2.65 7.9 14.6 140 50 0.5 337 3 Fig. 2 O
N009250 | TW-SUS-DR3D-2.7 2.1 8.1 14.9 140 50 0.5 33.5 3 Fig. 2 [ ]
N009251 | TW-SUS-DR3D-2.75 2.75 8.2 16.2 140 50 0.5 33.3 3 Fig. 2 O
N009252 | TW-SUS-DR3D-2.76 2.76 8.2 15.2 140 50 0.5 334 3 Fig. 2 [ ]
N009253 | TW-SUS-DR3D-2.78 2.78 8.3 16.3 140 50 0.5 33.3 3 Fig. 2 [ J
N009254 | TW-SUS-DR3D-2.8 2.8 8.4 15.4 140 50 0.5 33.2 3 Fig. 2 [ J
N009255 | TW-SUS-DR3D-2.85 2.85 8.5 15.7 140 50 0.5 33 3 Fig. 2 O
N009256 | TW-SUS-DR3D-2.9 2.9 8.7 16 140 50 0.5 32.8 3 Fig. 2 [ J
N009257 | TW-SUS-DR3D-2.95 2.95 8.8 16.3 140 50 0.5 326 3 Fig. 2 O
N009258 | TW-SUS-DR3D-3 3 9 16.5 140 50 0.5 325 3 Fig. 2 [ J
N009259 | TW-SUS-DR3D-3.05 3.05 9.1 16.8 140 50 0.6 323 3 Fig. 2 O
N009260 | TW-SUS-DR3D-3.1 3.1 9.3 1741 140 50 0.6 30.2 4 Fig. 2 [ J
N009261 | TW-SUS-DR3D-3.15 3.15 9.4 17.4 140 50 0.6 30 4 Fig. 2 O
N009262 | TW-SUS-DR3D-3.2 3.2 9.6 17.6 140 50 0.6 2o19) 4 Fig. 2 [}
N009263 | TW-SUS-DR3D-3.25 3.25 9.7 17.9 140 50 0.6 29.7 4 Fig. 2 O
N009264 | TW-SUS-DR3D-3.3 3.3 €% 18.2 140 50 0.6 29.5 4 Fig. 2 [}
N009265 | TW-SUS-DR3D-3.35 3.35 10 18.5 140 50 0.6 29.3 4 Fig. 2 O
N009266 | TW-SUS-DR3D-3.4 3.4 10.2 18.7 140 50 0.6 29.2 4 Fig. 2 [}
N009267 | TW-SUS-DR3D-3.45 3.45 10.3 19 140 50 0.6 29 4 Fig. 2 O
N009268 | TW-SUS-DR3D-3.5 3.5 10.5 19.3 140 50 0.6 28.8 4 Fig. 2 [ ]
N009269 | TW-SUS-DR3D-3.55 3.55 10.6 19.6 140 50 0.6 28.6 4 Fig. 2 O
N009270 | TW-SUS-DR3D-3.6 3.6 10.8 19.8 140 50 0.7 28.5 4 Fig. 2 [ ]
N009271 | TW-SUS-DR3D-3.65 3.65 10.9 201 140 50 0.7 28.2 4 Fig. 2 O
N009272 | TW-SUS-DR3D-3.66 3.66 10.9 20.2 140 50 0.7 28.2 4 Fig. 2 [ ]
N009273 | TW-SUS-DR3D-3.68 3.68 11 20.3 140 50 07 28.1 4 Fig. 2 [ J
N009274 | TW-SUS-DR3D-3.7 3.7 111 20.4 140 50 0.7 28 4 Fig. 2 [ J
N009275 | TW-SUS-DR3D-3.75 375 1.2 207 140 50 07 27.8 4 Fig. 2 O
N009276 | TW-SUS-DR3D-3.8 3.8 1.4 20.9 140 50 07 277 4 Fig. 2 [ J
N009277 | TW-SUS-DR3D-3.85 3.85 1.5 21.2 140 50 07 275 4 Fig. 2 O
N009278 | TW-SUS-DR3D-3.9 BiS 1.7 215 140 50 07 27.3 4 Fig. 2 [ J
N009279 | TW-SUS-DR3D-3.95 3.95 1.8 21.8 140 50 0.7 271 4 Fig. 2 O
N009280 | TW-SUS-DR3D-4 4 12 22 140 50 0.7 37 4 Fig. 2 [}
N009281 | TW-SUS-DR3D-4.05 4.05 121 223 140 60 0.7 34.9 5 Fig. 2 O
N009282 | TW-SUS-DR3D-4.1 4.1 12.3 226 140 60 0.7 34.7 5 Fig. 2 [}
N009283 | TW-SUS-DR3D-4.15 415 12.4 229 140 60 0.8 34.5 5 Fig. 2 O
N009284 | TW-SUS-DR3D-4.2 4.2 12.6 231 140 60 0.8 344 5 Fig. 2 ([ ]
N009285 | TW-SUS-DR3D-4.25 4.25 12.7 234 140 60 0.8 34.2 5 Fig. 2 O
N009286 | TW-SUS-DR3D-4.3 4.3 12.9 237 140 60 0.8 34 5 Fig. 2 [ ]
N009287 | TW-SUS-DR3D-4.35 4.35 13 24 140 60 0.8 33.8 5 Fig. 2 O
N009288 | TW-SUS-DR3D-4.4 4.4 13.2 24.2 140 60 0.8 337 5 Fig. 2 [ ]
N009289 | TW-SUS-DR3D-4.45 4.45 13.3 24.5 140 60 0.8 335 5 Fig. 2 O
N009290 | TW-SUS-DR3D-4.5 45 13.5 24.8 140 60 0.8 33.3 5 Fig. 2 [ J




N&ES 3—KNo. B# EEBESS BR iR =3 ik IR SR A% TEE
N No. Code No. DC LU LCF PA OAL PL LS DCON Fig. Stock
N009291 | TW-SUS-DR3D-4.55 4.55 13.6 251 140 60 0.8 33.1 5 Fig. 2 O
N009292 | TW-SUS-DR3D-4.6 4.6 13.8 25.3 140 60 0.8 33 5 Fig. 2 [ J
N009293 | TW-SUS-DR3D-4.62 4.62 13.8 25.5 140 60 0.8 32.8 5 Fig. 2 [ J
N009294 | TW-SUS-DR3D-4.64 4.64 13.9 25.6 140 60 0.8 32.7 5 Fig. 2 [}
N009295 | TW-SUS-DR3D-4.65 4.65 13.9 25.6 140 60 0.8 32.7 5 Fig. 2 O
N009296 | TW-SUS-DR3D-4.7 4.7 141 25.9 140 60 0.9 32.5 5 Fig. 2 [}
N009297 | TW-SUS-DR3D-4.75 475 14.2 26.2 140 60 0.9 32.3 5 Fig. 2 O
N009298 | TW-SUS-DR3D-4.8 4.8 14.4 26.4 140 60 0.9 32.2 5 Fig. 2 ([ ]
N009299 | TW-SUS-DR3D-4.85 4.85 14.5 26.7 140 60 0.9 32 5 Fig. 2 O
NO09300 | TW-SUS-DR3D-4.9 4.9 14.7 27 140 60 0.9 31.8 5 Fig. 2 [ ]
NO09301 | TW-SUS-DR3D-4.95 4.95 14.8 273 140 60 0.9 31.6 5 Fig. 2 O
N009302 | TW-SUS-DR3D-5 5 15 27.5 140 60 0.9 31.5 5 Fig. 2 [ ]
NO09303 | TW-SUS-DR3D-5.05 5.05 151 27.8 140 70 0.9 39.4 6 Fig. 2 O
N009304 | TW-SUS-DR3D-5.1 5.1 15.3 281 140 70 0.9 39.2 6 Fig. 2 [ J
NO09305 | TW-SUS-DR3D-5.15 5.15 15.4 28.4 140 70 0.9 39 6 Fig. 2 O
NO09306 | TW-SUS-DR3D-5.2 5.2 15.6 28.6 140 70 0.9 38.9 6 Fig. 2 [ J
NO09307 | TW-SUS-DR3D-5.25 5.25 15.7 289 140 70 1 387 6 Fig. 2 O
NO09308 | TW-SUS-DR3D-5.3 5.3 16.9 29.2 140 70 1 38.5 6 Fig. 2 [ J
NO09309 | TW-SUS-DR3D-5.35 5.35 16 29.5 140 70 1 38.3 6 Fig. 2 O
NO09310 | TW-SUS-DR3D-5.4 5.4 16.2 297 140 70 1 38.2 6 Fig. 2 [ J
N009311 | TW-SUS-DR3D-5.45 5.45 16.3 30 140 70 1 38 6 Fig. 2 O
N009312 | TW-SUS-DR3D-5.5 5.5 16.5 30.3 140 70 1 37.8 6 Fig. 2 [}
N009313 | TW-SUS-DR3D-5.52 5.62 16.5 30.4 140 70 1 377 6 Fig. 2 [ J
N009314 | TW-SUS-DR3D-5.54 5.54 16.6 30.5 140 70 1 37.6 6 Fig. 2 [}
N009315 | TW-SUS-DR3D-5.55 5.55 16.6 30.6 140 70 1 37.6 6 Fig. 2 O
NO09316 | TW-SUS-DR3D-5.6 5.6 16.8 30.8 140 70 1 37.5 6 Fig. 2 ([ ]
NO09317 | TW-SUS-DR3D-5.65 5.65 16.9 3141 140 70 1 37.2 6 Fig. 2 O
NO09318 | TW-SUS-DR3D-5.7 ST/ 1741 31.4 140 70 1 37 6 Fig. 2 [ ]
NO09319 | TW-SUS-DR3D-5.75 575 17.2 317 140 70 1 36.8 6 Fig. 2 O
N009320 | TW-SUS-DR3D-5.8 5.8 17.4 31.9 140 70 11 36.7 6 Fig. 2 [ ]
N009321 | TW-SUS-DR3D-5.85 5.85 17.5 32.2 140 70 11 36.5 6 Fig. 2 O
N009322 | TW-SUS-DR3D-5.9 5.9 17.7 325 140 70 11 36.3 6 Fig. 2 [ J
N009323 | TW-SUS-DR3D-5.95 5.95 17.8 32.8 140 70 11 36.1 6 Fig. 2 O
N009324 | TW-SUS-DR3D-6 6 18 33 140 70 11 36 6 Fig. 2 [ J
N009325 | TW-SUS-DR3D-6.5 6.5 19.5 358 140 80 1.2 423 7 Fig. 2 [ J
N009326 | TW-SUS-DR3D-7 7 21 38.5 140 80 1.3 40.5 7 Fig. 2 [ J
N009327 | TW-SUS-DR3D-7.5 75 225 41.3 140 90 14 46.8 8 Fig. 2 [ J
N009328 | TW-SUS-DR3D-8 8 24 44 140 90 1.5 45 8 Fig. 2 [ J
N009329 | TW-SUS-DR3D-8.5 8.5 25.5 46.8 140 90 1.5 41.3 9 Fig. 2 [ J
N009330 | TW-SUS-DR3D-9 € 27 49.5 140 90 1.6 39.5 O Fig. 2 [}
N009331 | TW-SUS-DR3D-9.5 9.5 28.5 52.3 140 100 1.7 45.8 10 Fig. 2 [ J
N009332 | TW-SUS-DR3D-10 10 30 55 140 100 1.8 44 10 Fig. 2 [}
N009333 | TW-SUS-DR3D-10.5 10.5 315 57.8 140 108 1.9 48.3 1" Fig. 2 [ J
N009334 | TW-SUS-DR3D-11 11 33 60.5 140 108 2 46.5 1 Fig. 2 [}
NO09335 | TW-SUS-DR3D-11.5 11.5 34.5 63.3 140 120 21 54.8 12 Fig. 2 [ ]
N009336 | TW-SUS-DR3D-12 12 36 66 140 120 22 53 12 Fig. 2 [ ]




t?]ﬁll%ﬁ:—_ﬁ Cutting condition

TW-SUS-DR3D

AW & TR N
y AF VLA AF VLA R -E N el ﬁﬁﬁngﬁRc) # LY RA K
#HIH . Stainless steel Stainless steel Mild steel, Low Carbon steel Carbon steel, Cast Iron Ductile Cast Iron
Work material Alloy steel, Tool steel
SUS304 SUS630 §$8400, S15C S50C, FC250 FCD600
SCM, SKD
EIHIRE
Cutting speed 10~ 25 8~ 20 25~ 120 25~ 120 25~ 120 20 ~ 100
(m/min)
B#& DC Gl EE [EEREL ) Bk ) Bk ) Bk ) Bk be)
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min) (mm/rev) (min-) (mm/rev) (min-) (mm/rev)
0.4 10000 0.006 8000 0.006 20000 0.012 20000 0.012 20000 0.012 16000 0.012
0.95 4500 0.015 3600 0.015 15000 0.03 15000 0.03 15000 0.03 12000 0.03
1 4750 0.015 3800 0.015 15000 0.03 15000 0.03 15000 0.03 12000 0.03
1.5 4250 0.023 3400 0.023 12750 0.045 12750 0.045 12750 0.045 12750 0.045
2 4000 0.03 3200 0.03 12000 0.06 12000 0.06 12000 0.06 10000 0.06
4 1400 0.05 1100 0.05 7200 0.12 7200 0.12 7200 0.12 6000 0.12
6 800 0.08 640 0.08 4800 0.18 4800 0.18 4800 0.18 4000 0.18
8 500 0.1 400 0.1 3600 0.22 3600 0.22 3600 0.22 3000 0.22
10 320 0.12 255 0.12 2900 0.25 2900 0.25 2900 0.25 2400 0.25
12 265 0.14 210 0.14 2400 0.26 2400 0.26 2400 0.26 2000 0.26

1 ZOYIHIRGROEEHKIE. TUREDIDCOBEICHITHHRETY .
TUREHINEL L BIFE . BERZIEINT DI EDFRETT .
This rotation speed is the recommended value in case of drilling depth 3xDC.
When drilling depth is under 3xDC, it is possible to increase this rotation speed.

@ ZDYIHIRMRIT. KAEYIEBF ZER T 5 E5DENDTY .
This table is based on the use of the water-soluble coolant.
@WHIMICIEU T, BRI —F M fERAL T ZE0,
Use the appropriate coolant for the work material.
@I AIIEIHIRD ) XILHSEZRRVIAEIEEIND KD, / XIMLEZREL TEZL,
Adjust the nozel position so that the drill is supplied with the coolant directly by the nozel duaring dilling.
Q@ ZDYHIEHRIFERZRTEDTY . EEDOINLTId. ERPEREMEICKITIEIRGFZRHEL TIEZL,
This table indicates only a rule of thumb for the cutting condiitions.
In the actual machining, cutting conditions should be adjusted acoording to the purpose and the machine type, etc.
ORJIILERZDRERIIMERFNOENIL Y AL, TEOIRNUKRTEERR/NEINZ TLEZLY,
Equip the drill with a collet free from scratches and stains, and minimize drill deflection as much as possible.
OEFAEMOREEEMDPTIHIRERIGELLEVGEE . BEARET A CXYEZHEL THEAL TEZ,
When the machine cannot achieve a recommended rotation speed, set the maximum speed in stable rotationrange and also adjust
the feed rate.

B TW-SUSYU—XRICHI1F B YEBDMS R

Cutting Oil Supply Point for the TW-SUS Series

O/ ZIVEFRD R M (H2R) X J ZIVEFR DM
% N
-,;.ﬁ N }
) PR S i/
4
> -«
) 1A
Work Material / Work Material

TEEAD DD BMBEIIN TREKNMENETW-SUSORIBEERDIRI/ONLN =8
BEENJIIABIBEINDRDICHESEZY

If the cutting-oil contact point is below the machining depth, the TW-SUS auxiliary-flute design cannot deliver its intended effect.
Adjust the nozzle so cutting oil is supplied directly to the drill.
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How to calculate cutting conditions for an intermediate diameter from a cutting condition table

PIRIRMROBEGRETIHIRENTIR LR ELUTIORLET .

The table below shows cutting conditions converted from spindle speed to cutting speed.

Pas ] A I,EV .
. AFULAS AFULAS RIA-ERF RS- Sk ”ﬁ(fﬂsglic) @ L84k
HEIA . Stainless steel Stainless steel Mild steel, Low Carbon steel Carbon steel, Cast Iron Ductile Cast Iron
ok meterta SUS304 SUS630 $5400, $15C $50C, FC250 Alloy steck Tool steel FCD600
’ ’ SCM, SKD
m@Epc | THRE | g | THRE | g | THRE | g | THEE L e | THRE | g | THBRE | e
Drill Dia. Cutting Feed Rate Cutting Feed Rate Cutting Feed Rate Cutting Feed Rate Cutting Feed Rate Cutting Feed Rate
(mm) Speed (mm/rev) Speed (mm/rev) Speed (mm/rev) Speed (mm/rev) Speed (mm/rev) Speed (mm/rev)
(m/min) (m/min) (m/min) (m/min) (m/min) (m/min)
0.4 12.5 0.006 10 0.006 25 0.012 25 0.012 25 0.012 20 0.012
0.95 13.5 0.015 10.8 0.015 45 0.03 45 0.03 45 0.03 35 0.03
1 15 0.015 12 0.015 45 0.03 45 0.03 45 0.03 35 0.03
1.5 20 0.023 16 0.023 60 0.045 60 0.045 60 0.045 60 0.045
2 25 0.03 20 0.03 75 0.06 75 0.06 75 0.06 60 0.06
4 17.5 0.05 14 0.05 90 0.12 90 0.12 90 0.12 75 0.12
6 15 0.08 12 0.08 90 0.18 90 0.18 90 0.18 75 0.18
8 12.5 0.1 10 0.1 90 0.22 90 0.22 90 0.22 75 0.22
10 10 0.12 8 0.12 90 0.25 90 0.25 90 0.25 75 0.25
12 10 0.14 8 0.14 90 0.26 90 0.26 90 0.26 75 0.26
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The cutting conditions for a diameter of 3.3 mm in stainless steel SUS630 are calculated below.

Refer to the cutting conditions for the diameters immediately above and below the target diameter.

Using these values, calculate the cutting speed and feed per revolution for the target diameter using the following formulas.

23 30YIKIRRE _14-20 .. B
Cutting speed for diamexter 33mm 4—2 X(3'3 4)+1 4_1 6 1
BEE3.30%VE _ 0.05-0.03

X(3.3—4)+0.05=0.043

Feed per revolution for diameter 3.3 mm -

4-2
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Using the calculated cutting speed and feed per revolution, calculate the spindle speed and feed rate using the formulas below.

123 3D EEH _ 16.1x1000

Spindle speed for diameter 3.3 mm - 3.3Xm

=1553

ER3.30X)EE

Feed rate for diameter 3.3 mm

=0.043x1553=67

#XAROTDYBIRGRIIZETEORELRIN IR GZ/ELLED THY  FERHREFGTIEHUELEA.
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The cutting conditions shown in the catalog are based on assumed optimal machining conditions for the tool and are not
recommended operating conditions.
Please adjust the cutting conditions according to the machine, chucking and workpiece clamping conditions, and coolant
application method.
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