Machining recommendations for ISCARDEEPDRILL tools (IC948 grade inserts)

Material Groups

Recommended Machining Conditions

o
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Feed f (mm/rev)

: Cutting I
Material Condition Ha{:gt)ess G“:I:J:rll\?:) speed V. vs. drill dia. (mm)
" | (m/min) |38.00-39.99| 40.00-51.99| 52.00-63.99 | 64.00-84.99 | 85.00-293.00
<0.25% C| annealed 125 1 60-120 | 0.08-0.15 | 0.1-0.2 0.13-023 | 0.15-025 | 0.18-0.3
non-alloy| > 0.25% C | annealed 190 2 60-120 | 0.08-0.15 | 0.1-0.2 0.13-023 | 0.15-025 | 0.18-0.3
steel
and cast quenched
ool frog| <085% C | and 250 3 60-120 | 0.08-0.15 | 0.1-0.2 0.13-023 | 0.15-025 | 0.18-0.3
tt" tempered
C;‘te'glg annealed 220 4 60-120 | 0.08-0.15 | 0.1-0.2 0.13-023 | 0.15-0.25 0.18-0.3
quenched
2085%C)| g 300 5 60-120 | 0.08-0.15 | 0102 | 013023 | 015025 | 0.18-0.3
tempered
low alloy steel and | annealed 200 6 60-100 | 0.08-0.15 0.1-0.2 0.13-0.23 0.15-0.25 0.18-0.3
cast steel (less than 5| quenched | 275 7 60-100 | 0.08-0.15 | 0.1-0.2 0.13-023 | 0.15-025 | 0.18-0.3
% of and 300 8 50-100 | 0.08-0.15 | 0.1-0.2 0.13-023 | 0.15-025 | 0.18-0.3
alloying elements) | tempered 350 9 50-100 | 0.08-0.15 | 0.1-0.2 0.13-023 | 0.15-025 | 0.18-0.3
| annealed 200 10 60-120 | 0.08-0.15 | 0.1-0.2 0.13-023 | 0.15-025 | 0.18-0.3
high alloyed quenched
Stee('j tcaslt Stte?" and 305 11 60-120 | 0.08-015 | 04-02 | 013023 | 015025 | 0.18-03
and tooi stee tempered
stainless steel mf:rrtrgr']‘;i{ic 200 12 60-110 | 0.08-0.15 | 0.1-0.2 013-023 | 0.15-025 | 0.18-03
and cast steel = o neneitic | 240 e 60-110 | 0.08-0.15 | 0.1-0.2 0.13-023 | 0.15-025 | 0.18-0.3
steliiess $s) ) SUSENNG, | e 14 60-110 | 0.08-0.15 | 01-02 | 0.13-023 | 015-025 | 0.18-0.3
and cast steel duplex




