GD SERIES TWIST DRILLS (EXTERNAL COOLANT)

RECOMMENDED CUTTING
PARAMETERS FOR GD DRILLS ©@®

WORKPIECE Mild Steel Carbon Steel, Alloy  Pre-hardened Steel . Nodular Heat Resistant
HB<180 Steel ~30 HRC ~40 HRC Sl S Cast Iron Cast Iron Alloy

200-395 SFPM 200-395 SFPM 135-230 SFPM 85-135 SFPM 200-395 SFPM 165-330 SFPM 50-85 SFPM

Diameter

(mm)
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1. When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or 85% of the feed rate stated above. As cutting conditions become
stable, gradually increase the cutting speed and feed rate.

2. The cutting conditions above are applicable for drilling with water-soluble cutting liquid.

3. When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.

4. These conditions above are applicable for cutting depth under 5D.
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GD SERIES TWIST DRILLS (INTERNAL COOLANT)

RECOMMENDED CUTTING
PARAMETERS FOR GD DRILLS ©©

WORKPIECE Mild Steel Carbon Steel, Alloy  Pre-hardened Steel . Nodular Heat Resistant
HB<180 Steel ~30 HRC ~40 HRC Sl S Cast Iron Cast Iron Alloy

265-500 SFPM 265-500 SFPM 165-265 SFPM 165-265 SFPM 265-500 SFPM 200-395 SFPM 50-85 SFPM

Rotating| Feed |Rotating| Feed |Rotating| Feed |Rotating| Feed |Rotating| Feed [Rotating| Feed |Rotating| Feed

Diameter

(mm)
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1. When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or 85% of the feed rate stated above. As cutting conditions become
stable, gradually increase the cutting speed and feed rate.

2. The cutting conditions above are applicable for drilling with water-soluble cutting liquid.

3. When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.

4. These conditions above are applicable for cutting depth under 5D.
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GD SERIES TWIST DRILLS (INTERNAL COOLANT)

RECOMMENDED CUTTING
PARAMETERS FOR GD DRILLS @

WORKPIECE Mild Steel Carbon Steel, Alloy  Pre-hardened Steel . Nodular Heat Resistant
HB<180 Steel ~30 HRC ~40 HRC Sl e Cast Iron Cast Iron Alloy

265-500 SFPM 265-500 SFPM 165-265 SFPM 135-200 SFPM 265-500 SFPM 200-395 SFPM 50-85 SFPM

Rotating| Feed |Rotating| Feed |Rotating| Feed |Rotating| Feed |Rotating| Feed [Rotating| Feed |Rotating| Feed

Di(ar:*:;er Speed
(r/min)
3 12700 %'%%%‘;' 12700 %—%%2349' 7400 %%%23‘;' 5300 %’%%1228' 12700 %%%2349' 9500 %%%23‘;' 2100 %’%%1231'
4 9600 %'%%3"117' 9600 %—%%3:7' 5600 %%%‘T{ 4000 %%%13? 9600 %%%i;‘ 7000 %%%‘T{ 1600 %%%12%'
5 7600 %'%%%%‘ 7600 %—%%%%‘ 4500 %%%‘Z%’ 3200 %’%%23%' 7600 %%%%%‘ 5700 %%%‘Z%’ 1250 %’%%23%'
6 6400 %'%%g 6400 %—%%‘g 3700 %%%‘g 2700 %%%i“?' 6400 %%%233_ 4700 %%%‘g 1050 %%%i‘;'
8 4800 %'%%5715' 4800 %—%%%‘ 2800 %%%5715' 2000 %’%%%13' 4800 %%%5713' 3600 %%%5715' 800 %%%%15'
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18 2100 %'%2%‘:3' 2100 %—%ﬂ%‘é‘ 1200 %%2%‘%‘ 880 %%015;%' 2100 %%ﬂg‘g 1600 %%2%‘%‘ 350 %%%%98'

1. When the tool is used for the first time, please do a test cutting with 90% of the cutting speed or 85% of the feed rate stated above. As cutting conditions become
stable, gradually increase the cutting speed and feed rate.

2. The cutting conditions above are applicable for drilling with emulsion.

3. When clamping drill, please use a collet without any defect or dust, and keep the radial run-out of drill under 0.02mm.

4. These conditions above are applicable for cutting depth under 8D.
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