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This drill increases processing speed for both centering and countersinking.
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EP’L,‘%IEt}JEJZK#FE}E% CUTTING CONDITIONS FOR STARTING DRILLS

FX-LDS ' XE{L CENTERING

CUTTING
CONDITIONS

1. WHHIR AR ERERTERKSEIEBANGS.
2. EFHMEIEERAT, SR IE R EREEI20%.
3.7EmhmE, NELDHTHOEME, EREHEEE.
4. HEFRAREIROFX - LS - LDS BY, B RHAEE.
5. FIOERAHEFEREAARERN LR, BB TIN-NC-LDS & NC-LDS,

6. B FEEXBIFTERAVIEER, BRRATRESIRE.

wWN =

accordingly.

4. "When using FX-LS-LDS, reduce the feed rate accordingly."

w

procedures, use the TIN-NC-LDS or the NC-LDS.

*

rotation as high as possible.

FX'LDS {215 ($WF) COUNTERSINKING FOR STEELS

. The indicated speeds and feeds are for drilling with water-soluble coolant.
. When using non-water-soluble coolant, reduce the drilling speed by 20%.
.When centering on a curved or inclined surface, reduce the feed rate

. Centering on Austenitic Stainless Steels is not recommended. For these

For machines that cannot achieve the speeds indicated in the table please set
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(mm) (min™) | (mm/rev) | (min™) | (mm/rev) | (min™) | (mm/rev) [ (min™) | (mm/rev) | (min™) | (mm/rev) | (min™) | (mm/rev) | (min™) | (mm/rev)
0.005 ~ 0.005 ~ 0.005 ~ 0.005 ~ 0.005 ~ | 0.005 ~ | 002 ~
0.5 20,000 002 25,000 002 20,000 002 15,000 002 9,000 002 7£6) Note 0015 7£6) Note 005
0.01 ~ 001 ~ 0.01 ~ 0.01 ~ 0.01 ~ 001~ | 0.04 ~
1 10,000 003 16,000 003 10,000 003 7,500 003 4,500 003 20,000 0.03 7£6) Note 01
0.03 ~ 003 ~ 003 ~ 003 ~ 003 ~ 0:03 ~ 0.06 ~
2 5,000 006 8,000 006 5,000 006 3,800 006 2,200 006 12,000 006 15,000 02
0.04 ~ 0.04 ~ 0.04 ~ 0.04 ~ 0.04 ~ 0.05 ~ 0.1~
3 7,500 008 5,500 008 4,500 008 2,500 008 ,500 008 8,000 009 12,000 022
0.05 ~ 0.05 ~ 0.05 ~ 0.05 ~ 005 ~ 0.07 ~ 012~
4 5,700 01 4,100 01 3,300 01 1,900 01 1,100 01 6,500 012 9,500 025
0.06 ~ 0.06 ~ 0.06 ~ 0.06 ~ 0.06 ~ 012~ 0.14 ~
6 3,800 012 2,700 012 2,300 012 1,300 012 750 012 4,300 018 6,400 028
0.08 ~ 0.08 ~ 0.08 ~ 0.08 ~ 0.08 ~ 013~ 018 ~
8 2,800 015 2,000 015 1,700 015 1,000 015 550 015 3,200 02 4,800 032
0.1~ 0.1~ 0.1~ 0.1~ 0.1~ 017 ~ 022 ~
10 2,300 018 1,700 018 1,400 018 750 018 450 018 2,600 025 3,800 036
012~ 012~ 012~ 012~ 012~ 021 ~ 025~
12 1,900 027 1,400 027 1,200 027 650 027 370 021 2,200 03 3,200 04
0.16 ~ 0.16 ~ 0.16 ~ 0.16 ~ 0.16 ~ 024 ~ 032~
16 1,400 028 1,000 028 900 028 480 028 280 028 1,600 032 2,400 048
02= (0,7 o2 02~ 02~ 02~ 0.26 ~ 04~
20 1,150 034 820 034 700 034 380 034 220 034 1,300 04 1,900 06
025~ 025~ 025~ 025~ 025~ 03~ 0.5~
25 900 045 650 045 560 045 300 045 180 045 1,000 05 1,500 075
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(mm)
TRIEE MR AL ORI R B A IR,
utting Spee Cutting speed can be up to 2 times the limit shown above for centering.
e 0005~ | 001~ 002~ | 004~ | 004~ | 006~ | 008~ 01~ 012~ | 016~ | 02~ 025~
Feed fate 0.05 01 018 024 0.24 036 038 04 042 048 0.55 063
mm/rev)
FX-LS-LDS 15 (5MF3) COUNTERSINKING FOR STEELS
B
Drill D, 0.5 1 2 3 4 6 8 10 12 16 20 25
(mm)
TIRIEE BB ORI R B A IR,
utting Spee Cutting speed can be up to 2 times the limit shown above for centering.
CHAMFERING
iteE 0005~ | 001~ | 002~ | 004~ | 005~ | 006~ | 008~ 01~ 012~ | 016~ | 02~ 0.25~ b
feed et 0.02 004 008 012 016 024 028 03 032 036 04 05

1. IR AR ERERTERKSETIEBRNGS.
2. EFEMEIEERA, SR IE R EREEI20%.
3.7EHIE, RELLETHROERR, BEEHEIEE.

4 FERKN BT RN TR, BiIRETIHIEE 20 ~ 40/min, BEREEE.
5. RGN EHTRIAINTIR, HREEIEEA63 ~100/min,

wWN =

accordingly.

IS

the feed rate accordingly.
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. The indicated speeds and feeds are for drilling with water-soluble coolant.
. When using non-water-soluble coolant, reduce the drilling speed by 20%.
. When counter sinking on a curved or inclined surface, reduce the feed rate
. When counter sinking on hardened steels, use a drilling speed of 20-40m/min and lower

. When counter sinking on Stainless Steels, use a drilling speed of 63-100m/min.
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