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DRILL-FIX DFR K<

DFR Applications
]
R¢
S
starting recommendations %
for feed (ipr) based on insert size “©
hardness/
type geometry grade sfm .5
DFRO02.. DFRO03 .. DFR04.. S
workpiece -Ei |§
material group S
700 .0025 .003 004
low-carbon steel (<.25% C) (<220 HB) DFR-LD KC7025 900 .003 .004 .005
1,100 .004 005 007 2
650 002 10025 004 S
free-machining steel (<275 HB) DFR-GD KC7020 850 .003 .003 .005 S
1,000 .0025 005 007 .§
: : : 520 .0025 003 .004
medium and high plain-carbon, (< 330 HB) DFR-GD KC7020 750 003 004 1005 =
alloy, and tool steels 900 004 005 007
: : : 340 002 .002 .003
medium ahd figh plaln-carbon, (340-450 HB) DFR-GD KC7020 500 002 003 004 IR
¥ an 620 003 0035 0055 SX
" " 425 .001 .0015 .002 =
ferritic, martensitic, and PH (<375 HB) DFR-GD KC7020 550 002 002 003 =
700 .0025 .003 004
425 .0015 002 003
austenitic stainless steel (135-275 HB) DFR-GD KC7140 520 .002 .003 .004 ©
620 003 .0035 .0055 E
. 390 .0025 003 004 =
ductile (nodular) and malleable (120-320 HB) DFR-LD KC7225 520 003 004 005 g
780 004 005 007
450 003 .003 004
gray cast irons (120-320 HB) DFR-LD KC7225 650 .004 .004 .005
850 005 006 008 58
=8
free-machining and low-silicon hypoeutectic DFR-LD KC7025 1228 83; %00135 '%00235 S o
aluminum alloys <12.2% Si ’ : : : B a
: s s | o | gn w28
wgﬁﬁg'ifgjfn”;;?;]:e"°“s - DFR-LD KC7025 1,200 1002 003 003
1,900 .003 .005 .006 =
160 001 0015 002 =
iron-base, heat-resistant alloys (135-320 HB) DFR-LD KC7225 195 .002 .002 .003 .§ 2
230 0025 0025 0035 g S
130 001 0015 002 S
cobalt-base, heat-resistant alloys (150-425 HB) DFR-LD KC7225 160 .002 .002 .003 <
195 .0025 .0025 .0035
130 001 0015 002 2
nickel-base, heat-resistant alloys (150-475 HB) DFR-LD KC7225 160 .002 .002 .003 S
195 .0025 0025 .0035 g‘é
160 001 0015 002 R
titanium and titanium alloys (110-450 HB) DFR-LD KC7225 190 .002 .002 .003 g
320 .0025 0025 .0035 I

NOTES: These are starting condition guidelines only. The machine tool, fixturing, toolholding, part configuration, and coolant capability may significantly influence specific applications.
The bold font represents recommended starting parameters. The regular font represents the range of cutting parameters.
Use proper and safe machining practices. Make the setup as rigid as possible.
Decrease sfm as material hardness increases.
Typically, larger diameter drills require lower sfm than the recommended starting speed.
Calculate sfm from largest diameter of drill.

Special Tooling/ ~ Holemaking
Adapters Tech Data

Toolholding
Systems

Index

H171



