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

Cutting Speed vc: Feed Rate Per Revolution by Insert Size:
(m/min) (m/r)
(sfm) {ipr)

Tensileh . & =

Material i Strength | Hardness| K- = =
Grou Composition/Structure M HB = E = 55 | DFT03.. | DFTOS.. | DFT06.. | DFTO7.. | DFT09..

P e =1 51 =0

(MPa) ksl = £ %
Annealed, 340 280 20 M0 | 006-010 | 008-015 | 011-018 | 015-025 | 0,19-021
GO0 | o chipping| 2 125 120 | o0 720 0 | 002-004 | 003-.006 | .G0a-.007 | .006-.010 | .07-.012
B G Bnnedled, | o0 o 0 280 20 W0 | 006-010 | 0,08-015 | 011-018 | 0,15-025 | 0,19-021
O short-chipping 1m0 | 90 720 40 | o02-004 | G03-.006 | doda-.007 | L006-.010 | .007-.012
Anneded, 310 260 M0 10 | 006-010 | 0,00-015 | 011-0,18 | 0,15-025 | 0,19-031
U”ftﬂe ed | C=0.25055 long-chipping |~ 49 190 020 | 8% 720 430 | 002-.004 | 003-.006 | .004-.007 | .006-.010 | .007-.012
' Anneded, 0 280 20 W0 | 006-010 | 0,09-015 | 011-018 | 0,15-025 | 0,19-031
fn"";(‘}:‘nelf]‘g GOB05 | gonchipping] o 120 100 | 920 720 40 | 002-004 | 003- 006 | .dea- 007 | .06-.010 | Go7-.012
310 260 210 10 | 006-010 | 009-015 | 011-018 | 0,15-025 | 0,19-031
steel | C=025055 Tompered| 350 50 0 | 8% §90 00 | oo2-004 | Goa-gos | Goa-or | 006-010 | o712
300 250 200 B0 | 006-010 | 008-015 | 011-0,18 | 0,15-025 | 0,19-031
202500 s 0 9w | s 660 20 | o0z-o04 | 003-.006 | O0d-.007 | 006-.010 | G07-.012
260 220 180 10 | 006-010 | 008-015 | 011-0,18 | 0,15-025 | 0,19-031
£=0.5:030 Tompered] (1020 0 g0 | 70 so0 | 0 | ooz-o04 | 003006 | ova-do7 | 006-.010 | Go7..012
o I _— 0 760 ] T | 006010 | 009005 | O11-008 | 515055 | 0,19-031
e e 1020 850 £90 430 002-004 | .003-006 | .004-.007 | .006-.010 | 007-.012
FaTy 280 230 180 120 | 006-010 | 009-015 | 011-0,18 | 0,15-025 | 0,19-0,31
m:ﬁ‘;‘;el Tempered | 930 a5 o | T 590 10 | o02-004 | Goa-cos | Goa-dor | gos-o10 | Go7- o2
e 20 200 160 00 | 006-010 | 0,00-015 | 011-018 | 0,15-025 | 0,19-031
magggl'”g Tempered | 1020 300 790 660 530 230 | on2-00a | Goz-Gos | Goa-.007 | .006-.010 | .007-.612
Temoered | 1190 - 20 180 140 90 | 006-010 | 0,08-015 | 011-0,18 | 0,15-025 | 0,19-031
SRS 720 500 150 300 002-004 | .003-.006 | .004-.007 | .006-.010 | 007-.012
Hign-aioy steel, ¥ 200 60 M0 | 006010 | 009005 | 001008 | 01505 | 0,19-031
cast steel, Apea)| &0 p 70 | &80 530 10 | .012-004 | 003-006 | .Goa-.07 | .00s-.010 | Go7-.012
high-all Hordened amd Tempered | 1100 s 190 160 120 80 | 006-010 | 009-015 | 011-0,18 | 0,15-025 | 0,19-031
tool stee ardened and Tempere 620 530 20 260 | ov2-doa | Go3-cos | goa-.0o7 | 0os-.01d | 607-.012
= = 720 IES 120 W | 006-0,10 | 008013 | 000-0.15 | 11018 | 0,14-02
Stainless steel,| FerMitidMartensitic  Annealed | E30 0 720 500 260 0 | .0i2-004 | 003006 | .doa-.os | .dod-.007 | Gos-.dna
caststeel | roud] 30 55 760 160 120 80 | 005-008 | 007-011 | 000-0,15 | 0,11-018 | 0,12-0,20
apenang EMmpere 620 530 430 260 002-004 | .003-004 | .004-.006 | .004-.007 | .005-.008
PR b G 190 160 {E B | 005000 | 007013 | 008016 | 510018 | 0.11-021
e Enitic 620 530 120 260 002-004 | .003-.005 | .003-.006 | .004-.007 | .004-.008
— 190 160 120 80 | 005-000 | 007-012 | 008-0,16 | 0,10-018 | 0,11-,21
Austeniticherrtic {digiel 30 260 620 530 20 260 | 002-004 | 003-.005 | .603-.006 | .od-.007 | God-.ios
vt = 760 720 T80 T0 | 007012 | 000-008 | 010-02 | 018032 | 02103
Gray earlitichemitic 850 720 590 30 | 003-.005 | .004-007 | 006-.010 | .007-.013 | 00B-.015
cast iran = = 720 180 120 %0 | 007-013 | 010-018 | 014-02 | 0,18-032 | 021-039
Péarlic {Martenatic) 24 720 530 260 300 | .003-005 | goa- 607 | .G0-.010 | .07..013 | Gos-.is
i m— s 750 150 10 S| 007013 | 010008 | 014-02 | 015033 | 021039
'thmrc;ml A 720 540 460 300 003-005 | .004-.007 | .006-.010 | .007-.013 | .008-.015
W'cas[g?m‘,*}a' — - 180 150 120 ] 0,06-0,10 | 0,08-0,16 | 014-0,26 | 0,8-033 | 0,21-0,10
LA 590 190 100 260 002-004 | .003-.006 | .006-.010 | .007-.013 | .008-.015
. = 70 200 T60 0 | 007012 | 000.008 | 014-02 | 015033 | 02103
Malleable 790 £60 530 330 | 003-005 | .Goa- 007 | 006-.000 | .007-.013 | .008-.015
castiron [ - 0 180 140 o0 | 007-013 | 010-018 | 014-026 | 0,18-033 | 021-039
gatiie 720 590 460 300 003-.005 | .004-.007 | .006-.010 | .007-.013 | .008-.015
720 500 180 00 | 005-007 | G07-0,09 | 0,10-0,10 | 012-0,16 | 0,14-0,18
Aluminum NotHest reanbi i 260 | 1970 | 80 | os0 | .Go2-.003 | .G03-.004 | Gos-.010 | .005-.006 | .006-.007
forging alloys 720 500 250 300 | 005-007 | 007009 | 010-0,14 | 012-0,16 | 0,14-0.18
Heat treatable/Heat treated 100 260 | 1970 | 1se0 | o | .002-.003 | .003-.004 | .006-.010 | .005-.006 | .006-.007
) 70 500 0 0 | 005007 | GO7-009 | 010018 | 012016 | 0.14-0.18
IS, Nothétiaatabie L2 260 | 1970 | 1580 | 80 | .002-.003 | .003-004 | 006-.010 | .005-.006 | .00-.007
Aluminum [ <12% 5 & 500 500 0 350 | 005-007 | 007-0,08 | 0,10-0,14 | 012-0,16 | 0,14-0,18
casting alloys Heat treatable/Heat treated 1970 | 640 | 1310 | sa | 002-.003 | .003-.004 | Go6-.010 | .005-.006 | .006-.007
e Btsmred 7 130 300 70 200 | 005-007 | 007-0,08 | 010-0,1d | 012-0,16 | 0,14-0,18
FIE pHeatritaie 1580 1310 1050 660 002-.003 | .003-.004 | 006-.010 | .005-.006 | .006-.007
o 500 500 200 750 | 005-007 | 007-0,08 | 010018 | 012-0.16 | 014018
e Machining Alloys, Pb > 1% 11 1970 | 640 | 1310 | e | 02003 | .03-.004 | Oo6-.it0 | .005-.006 | G06-.007
S L ™ 500 500 00 70 | 005-007 | 007-009 | 0,10-018 | 0,12-0,16 | 0,16-0,18
(b?grgze br?s’s) Uen, LBnen 1970 1640 1310 820 002-003 | .003-.004 | 006-.010 | .005-.006 | .006-.007
: Ty Teadfree W 180 100 720 200 | 005-007 | 007-0,09 | 0,10-018 | 012-016 | 0,14-0.18
copperfelectrolytic copper 1580 | 1310 | 1050 | 660 | .002-.003 | .003-.004 | .006-.010 | .005-.006 | .006-.007
PO 5 70 %0 i ™| 002005 | 004006 | 005008 | 506010 | 0,08 013
g 230 200 160 wo | 001-.002 | 0o1-002 | .002-.003 | .002-.004 | .003-.005
T - 70 &0 50 3 | 003005 | 004-006 | 005-008 | 006-010 | 0,08-0,13
e Rl 20 200 160 100 001-.002 | .001-.002 | 002-.003 | .002-.004 | .003-.005
‘ &0 50 0 M| 002005 | 004-006 | 005-008 | 006-010 | 0,08-0,12
i Anpealed &0 200 160 120 w0 | 01002 | dor-0n2 | 002-.003 | .do2-.004 | .903-.005
¥ e = &0 50 0 30 | 003005 | 004-006 | 005-008 | 006-010 | 0,08-0,13
Rl aedt 200 160 130 100 001-002 | .001-.002 | .002-.003 | .002-.004 | .003-.005
. 0 ) 50 0 3 | 003-005 | 004-006 | 005-008 | 006-010 | 0,08-0,13
200 160 130 0o | .001-.002 | 001-.002 | .002-.003 | .002-.004 | .003-.005
, 00 %0 ] W | 002006 | 005-008 | 006-0.10 | 0.06-010 | 009015
T | Tire ttanim 40| SSHRC | 33y | pg 200 130 | ooi-002 | Go2-003 | Go2-dos | .002-.004 | .00d-.006
alloys 70 &0 50 30 | 004-006 | 005-008 | 006-0.10 | 006-010 | 0,06-0,10
u Alpha-beta alloys 1050 | SSHRC | 53 200 160 wo | .001-.002 | .002-.003 | .002-.004 | .02-.004 | .002-.004

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.
Decrease speed as material hardness increases.



