
BORE MACHINING | Drilling from the solid

Cutting data recommendations for solid carbide drills
Feed and cutting speed

MMG* Workpiece material Strength/hardness
[N/mm²] [HRC]

Cutting speed vc [m/min] Feed f [mm] for drill diameter

Internal cooling External cooling MQL Air 3.00 4.50 6.50 9.50 14.00 20.00

K

K1 K1.1 Cast iron with lamellar graphite (grey cast iron), GJL < 300 90 65 65 65 0.08 0.12 0.16 0.22 0.29 0.34

K2
K2.1 Cast iron with spheroidal graphite, GJS < 500 120 75 90 90 0.08 0.12 0.16 0.21 0.27 0.32

K2.2 Cast iron with spheroidal graphite, GJS  ≤ 800 75 55 55  0.08 0.10 0.14 0.18 0.23 0.27
K2.3 Cast iron with spheroidal graphite, GJS  > 800

N

N1

N1.1 Aluminium, non-alloy and alloy < 3 % Si     
N1.2 Aluminium, alloy ≤ 7 % Si 215 155 170  0.08 0.10 0.14 0.18 0.23 0.27

N1.3 Aluminium, alloy > 7-12 % Si 185 130 155  0.08 0.10 0.14 0.18 0.23 0.27

N1.4 Aluminium, alloy > 12 % Si 155 100 130  0.08 0.10 0.14 0.18 0.23 0.27

N2
N2.1 Copper, non-alloy and low-alloy < 300     
N2.2 Copper, alloy > 300     
N2.3 Brass, bronze, gunmetal < 1,200 160 130 130 95 0.08 0.12 0.16 0.22 0.29 0.34

Ecu-G-Drill | SCD211

MMG* Workpiece material Strength/hardness
[N/mm²] [HRC]

Cutting speed vc [m/min] Feed f [mm] for drill diameter

Internal cooling External cooling MQL Air 3.00 4.50 6.50 9.50 14.00 20.00

N

N1

N1.1 Aluminium, unalloyed and alloyed < 3 % Si 240 160 200  0.07 0.09 0.12 0.16 0.20 0.24
N1.2 Aluminium, alloyed ≤ 7 % Si 200 145 160  0.09 0.12 0.16 0.21 0.26 0.31

N1.3 Aluminium, alloyed > 7 - 12 % Si 175 120 145  0.09 0.12 0.16 0.21 0.26 0.31

N1.4 Aluminium, alloyed > 12 % Si 145 95 120  0.09 0.12 0.16 0.21 0.26 0.31

N2
N2.1 Copper, non-alloy and low-alloy < 300 110 80   0.07 0.09 0.12 0.16 0.20 0.24

N2.2 Copper, alloy > 300 95 70   0.09 0.12 0.16 0.21 0.26 0.31
N2.3 Brass, bronze, gunmetal < 1,200 160 130 130 95 0.09 0.14 0.19 0.25 0.33 0.39

MEGA-180°-Drill-Alu | SCD241

*  MAPAL machining groups

180




