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Technical STANDARD DRILL SPEEDS & FEEDS ART I

Information Cutting Tools

(KEO)

R w| 116" | 1/8™ | 14"~ | 3/8"- | 1/2"- | 3/4" -
ISO MATERIAL HARDNESS Ve (SFM) samen | IO | Ao | Ye | e | e | e
Carbide
CARBON STEELS
1018, 1040, 1080, < 275 BHN
0005 - | .0010 - | .0020 - | .0030 - | .0060 - | .0080 - | .0100 -
12?%12&2*12}‘2% cogtre | (07200 | 150-350 | T030 | o050 | .0075 | 0100 | -0120 | 0140 | 0170
1536
ALLOY STEELS
<375BHN
4140, 4150, 4320, o 60150 | 100.280 | -0007 -| .0012 - | .0020 | .0040- | .0060 | 0070 |.0070 -
5120, 5150, 8630, < 40 HRC 0030 | 0040 |-.0060 | .0080 |-.0110 |-.0135| .0155
86L20, 17-4 PH
STAINLESS STEELS
(FREEMACHINING) | S275BHAN 1 O | 0190 | 0006~ | 0008 - | 0012 |.0025 -|.0040 - | .0060 |.0080 -
303, 416, 420F, <ot lRC 0025 | 0030 |-.0060| .0085 | .0110 |-.0140| .0170
M 430F, 440F
STAINLESS STEELS
(DIFFICULT) <2r5BAN | 110 | 90140 | 0004 - | 0006 - | .0009 - | .0010 - |.0030 - | .0040 | .0050 -
o aou o6 3161 < 28 HRC 0018 | 0020 | .0040 | 0060 | .0080 |-.0110 | .0140
GRAY IRONS <220 BHN
.0006 - | .0008 - | .0012 |.0025 -|.0040 - | .0060 |.0080 -
8'5‘33020;3;”2630' %0.60. 1 or o | 00180 | 140-400 | “4025 | 0030 |-.0060 0085 | 0110 |-.0140| .0190
DUCTILE IRONS
D&M series, 250,300, | <200BHN | 1 o | .0006- | .0008- | 0012 |.0025 -|.0040-| .0060 |.0080 -
350,400, 60-40-18, < 28 HRC 0025 | 0030 |-.0060| .0085 | .0110 |-.0140| .0170
65-45-12
NON-FERROUS <271 BHN
Aluminum, Aluminum or 90-300 180-500 .0003 - | .0006 - | .0010 |.0025- | .0028 |.0030 - |.0050 -
cast, Brass, Copper, <28 HRC .0010 .0021 |-.0030| .0040 |-.0065| .0090 | .0150
Bronze, Non Metallic B
TOOL STEELS <555 BHN
L0005 - | .0010 - | .0020 - | .0040 - | .0060 - | .0080 - | .0100 -
H p2D2 NI M2 csgtre | (%0 79180 o030 | 0040 | 005 | 0080 | 0100 | 0120 | 0140
HR SUPER ALLOYS
Inconel 718, Waspaloy, <275 BHN
Hastolloy, Inconel 625, o 1555 | 50410 | -0007- | .00012-| .0018 |.0025 -|.0030 - | .0040 |.0050 -
Stolite 31, Hiamos 25, | <28 HRC 0020 | .0025 |-.0040| .0060 | .0075 |-.0085 | .0100
s Rene 41
TITANIUM <275 BHN
.0006 - | .0008 - | .0012 |.0025 -|.0040 - | .0060 |.0080 -
gﬁ'['g\s/’ASTMLz’ 31 ofre | 3075 | 70180 0025 | 0035 |-.0060 | 0085 | 0100 |-.0120 | 0140

Factors affecting optimized drill speeds and feeds:

* Depth of Hole

* Machinability of Material

» Coolant delivery method

Drill depths > 4X diameter require 15%-30% reduction in suggested drill feed rates.

*Speeds & feeds are starting recommendations only. Factors such as machine type, fixture, tooling rigidity, available
horsepower, coolant delivery method and others will affect the performance significantly.

Contact us today at: ARCHCTSales@archgp.com | 888-390-2050 | www.archcuttingtools.com





