SOLID CARBIDE DRILLS

INDEXABLE DRILLS

QPV DRILLS
HOLEMAKING PRODUCTS

Kennametal DRILL-FIX DFT Technical Information
DFT Applications — Cutting Data Recommendations for DRILL-FIX DFT

&4

Cutting Speed vc: Feed Rate Per Revolution by Insert Size:
(m/min) (mm/r)
(sfm) (ipr)
S]('ensileh Hard _ ° 3
i . rengt ardness o © e B
Natoel:';" Composition/Structure bt HB 5 E S | 25 | DFT03.. | DFTO5. | DFT06. | DFT07.. | DFTO09..
(MPa) n = 5 %
010025 Annealed, | .0 5 340 280 220 140 | 006-010 | 009-015 | 0,11-018 | 0,15-025 | 0,19-0,31
100, long-chipping 120 | 920 720 460 | .002-.004 | .003-.006 | .004-.007 | .006-.010 | .007-.012
010025 Annealed, [, - 2 340 280 220 140 | 006-010 | 0,09-015 | 011-0,18 | 0,15-025 | 0,19-031
100, short-chipping 120 | 920 720 460 | .002-.004 | .003-.006 | .004-.007 | .006-.010 | .007-.012
Annealed, 310 260 210 130 | 006-010 | 0,09-0,15 | 011-0,18 | 0,15-025 | 0,19-031
Un;!glyed (=0.25-055 long-chipping |~ 840 190 1020 | 850 720 430 | 002-004 | 003-.006 | .004-.007 | .006-.010 | .007-.012
' Annealed, 340 280 220 140 | 006-010 | 009-0.15 | 0,11-0,18 | 0,15-0,25 | 019-031
r%aaséfltnelﬁ; G02505 | o chipping] 5% 190 1020 | 920 720 460 | .002-.004 | .003-.006 | .004-.007 | .006-.010 | .007-.012
steel | c=025055 Tempered| 850 %0 310 260 210 130 | 006-010 | 0,09-015 | 011-0,18 | 0,15-025 | 0,19-031
1250, 1020 | 850 690 430 | .002-004 | 003-006 | .004-007 | .006-.010 | .007-.012
300 250 200 130 | 0,06-010 | 0,09-015 | 0,11-018 | 0,15-0,25 | 0,19-0,31
C=025-080 Annealed | - 915 270 980 820 660 430 | 002-004 | 003-006 | .004-007 | .006-.010 | .007-.012
260 220 180 10 | 006-010 | 0,09-015 | 011-0,18 | 0,15-025 | 0,19-031
€=0,25080 Tempered | 1020 300 g0 | 720 590 360 | .002-.004 | .003-.006 | .004-.007 | .006-.010 | .007-.012
RS - 310 260 210 130 | 0,06-010 | 0,09-015 | 0,11-018 | 0.15-025 | 0,19-0,31
1020 | 850 690 430 | .002-.004 | .003-.006 | .004-.007 | .006-.010 | .007-.012
Low-alloy 280 230 180 120 | 006-0,10 | 009-015 | 0,11-018 | 0,15-025 | 0,19-0,31
ca:'tesile'el Tempered | 930 275 920 760 590 390 | .002-.004 | .003-.006 | .004-007 | .006-.010 | .007-.012
et 240 200 160 100 | 0,06-010 | 0,09-015 | 0,11-018 | 0,15-0,25 | 0,19-0,31
masctlzglmg Tempered | 1020 300 790 660 530 330 | .002-.004 | .003-.006 | .004-.007 | .006-.010 | .007-.012
rempered| 1190 0 220 180 140 90 | 006-0,10 | 009-015 | 0,11-018 | 0.15-025 | 0,19-031
720 590 460 300 | 002-.004 | .003-.006 | .004-.007 | .006-.010 | .007-.012
ioh- 240 200 160 00 | 006-010 | 0,09-0,15 | 011-0,18 | 015025 | 0,19-031
ngcha?t"s?é:lt,eel' Annealed | - 680 200 790 660 530 330 | 002-.004 | .003-.006 | .004-.007 | .006-.010 | .007-.012
high-allo 1 1 1 oy 01 -0, 15-0,2 19-0,31
| Hardened and Tempered [ 1100 325 0 b 0 20 | Boa-ot | canee | e te | wa-tro | kovom
Stainlesssteel| FericMartenstc  Ameaied [ e | 200 | T8 | S50 | i@ | s | G004 | $05-008 | oa-08 | ooa 007 | o509
cast steel - 190 160 130 80 | 0,05-009 | 0,07-011 | 0,09-015 | 0,11-018 | 0,12-0,20
Martensitic Tempered | 810 240 620 530 430 260 | .002-.004 | .003-004 | .004-.006 | .004-.007 | .005-.008
- o0 - 190 160 130 80 | 005009 | 007013 | 008016 | 010018 | 0.11-0,21
. 620 530 430 260 | 002-.004 | 003-.005 | .003-.006 | .004-.007 | .004-.008
Stainless steel I 190 160 130 80 005-0,09 | 007-013 | 008-0,16 | 0,10-0,18 | 0,11-0,21
AustenitidFerritic (duplex) 880 260 620 530 430 260 | .002-.008 | 003-.005 | .003-.006 | .004-.007 | .004- 008
ISE— - 260 220 180 0 | 007-013 | 0.10-0.18 | 0,14-026 | 0,18-033 | 0,21-039
Gray 850 720 590 360 | 003-.005 | .004-.007 | 006-.010 | .007-.013 | .008- 015
astion [ st 20 220 180 140 90 | 0,07-013 | 010-018 | 0,14-026 | 0,18-033 | 0,21-0,39
720 590 460 300 | 003-.005 | .004-.007 | .006-.010 | .007-.013 | .008-.015
Castiron | Feniic o 220 180 140 90 | 007-013 | 0,10-018 | 0,14-02 | 0,18-033 | 021-0,39
il 720 590 460 300 | 003-.005 | .004-.007 | .006-.010 | .007-.013 | .008- 015
ot o | peariic 0 180 150 120 80 | 0,06-010 | 008-016 | 0,14-026 | 0,18-0,33 | 021-0,39
590 490 400 260 | 002-.004 | 003-.006 | .006-.010 | .007-.013 | .008- 015
- - 240 200 160 100 | 0,07-013 | 010018 | 0,14-026 | 0,18-033 | 021-039
Malleable 790 660 530 330 | 003-.005 | .004-.007 | .006-.010 | .007-.013 | .008- 015
astiron [ 0 220 180 140 90 | 007-013 | 0,10-0,18 | 0,14-026 | 0,18-033 | 021-039
720 590 460 300 | 003-.005 | .004-.007 | 006-.010 | .007-.013 | .008- 015
720 600 780 300 | 005007 | 007-009 | 0,10-0.14 | 0,12-0.16 | 0,14-0,18
. Alqmimljlm Not heat treatable 60 2360 | 1970 | 1580 | 980 | .002-.003 | .003-.004 | .006-010 | .005-.006 | .006-.007
orging alloys 7 4 20,07 7- 10-0,14 12-0,1 140,
91 270y Heat treatable/Heat treated 100 20 | 10 | e 20 | %0ao0n | s | ek | Sos-oe | otton
. 720 600 280 300 | 005007 | 007-009 | 0,10-0.14 | 0,12-0,16 | 0,14-0,18
<12%Si Not heat treatable 75 2360 | 1970 | 1580 980 | .002-.003 | .003-.004 | .006-.010 | .005-.006 | .006-.007
Aluminum [ <12%si % 600 500 400 250 | 005-007 | 007-009 | 0,10-0,14 | 0,12-0,16 | 0,14-0,18
casting alloys Heat treatable/Heat treated 1970 | 1640 | 1310 | 820 | .002-.003 | .003-.004 | 006-.010 | .005-.006 | .006-.007
SIS Notheat reatable | i | 50 | o | e | o000 | oor-00a | cos-tio | o5 oae | os o7
Vachining Alloys o> 1% " 600 500 200 250 | 005007 | 007-009 | 0,10-0.14 | 0,12-0,16 | 0,14-0,18
Copper and 1970 | 1640 | 1310 | 820 | .002-.003 | .003-.004 | .006-.010 | .005-.006 | .006-.007
R B Cuzn, cusrzn % 600 500 400 250 | 005-007 | 0,07-009 | 010-014 | 012-016 | 0,14-0,18
(bronse, brasg | 1970 | 1640 | 1310 | 80 | 002-.003 | .003-.004 | .006-.010 | .005-.006 | .006-.007
Cu, leadfree o0 480 400 320 200 | 005-007 | 007-009 | 0,10-0,14 | 0,12-0,16 | 0,14-0,18
copperfelectrolytic copper 1580 | 1310 | 1050 | 660 | .002-.003 | .003-.004 | .006-.010 | .005-.006 | .006-.007
A 200 70 60 50 30 | 0,03-005 | 0,04-006 | 0,05-008 | 0,06-010 | 0,08-0,13
e based 230 200 160 100 | .001-.002 | .001-002 | .002-.003 | .002-.004 | .003-.005
et tremted 0 70 60 50 30 | 0,03-005 | 0,04-006 | 0,05-008 | 0,06-010 | 0,08-0,13
Heat BT T30 0000 oot ase 005 o0s 006 0% | 4073
G| Annealed 20 200 | 160 | 130 | 100 | 001-002 | o001-002 | .02-003 | .002-.004 | .003-.005
atloys et tremted % 60 50 40 30 | 0,03-005 | 0,04-006 | 0,05-008 | 0,06-010 | 0,08-0,13
200 160 130 100 | .001-002 | 001-002 | 002-.003 | .002-.004 | .003-.005
ot 320 60 50 40 30 | 0,03-005 | 0,04-006 | 0,05-008 | 0,06-010 | 0,08-0,13
200 160 130 100 | .001-.002 | .001-.002 | .002-.003 | .002-.004 | .003-.005
— oore ftaniom o | smc | 1 80 60 20 | 004-006 | 005008 | 006010 | 0,06-0,10 | 0,09 0,15
Titanium 330 260 200 130 | .001-.002 | .002-003 | .002-.004 | .002-.004 | .004-.006
alo¥s | pha-bet lloys 050 | SSHRC g | g | w0 | 100 | 001000 | 005003 | oo od | om0 | oo od

Notes: These are starting condition guidelines only. The machine tool, fixturing, toolholding, part configuration, and coolant capability may
significantly influence specific applications. Use proper and safe machining practices. Make the set-up as rigid as possible.
B12 Decrease speed as material hardness increases.





