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GO CEP D] (R I HSS-E, DH100 WORM PATTERN DRILLS (EXTRALONG) ve -

FEED = mm/rev.

VDI | Material
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RPM 3180 2120 1590 1060 800 640 490
20 FEED 0.01~0.03 0.03~0.05 0.04~0.06 0.05~0.08 0.08~0.11 0.09~0.13 0.10~0.16
RPM 2390 1590 1190 800 600 480 370
13 FEED 0.01~0.03 0.03~0.05 0.04~0.06 0.05~0.08 0.08~0.11 0.09~0.13 0.10~0.16
Non-alloy steel RPM 1590 1060 800 530 400 320 240
10 FEED 0.01~0.03 0.03~0.05 0.04~0.06 0.05~0.08 0.08~0.11 0.09~0.13 0.10~0.16
RPM 1590 1060 800 530 400 320 240
10 FEED 0.01~0.02 0.01~0.03 0.02~0.04 0.02~0.05 0.03~0.06 0.03~0.06 0.04~0.10

RPM 2390 1590 119 800 600 480 370
n 15 FEp | 001~003  003-005 = 004006 = 005-008 = 008~0.11  009~013 | 010~0.16
RPM 1590 1060 800 530 400 320 240
Lowalloysteel 10| oor 001003 003005 = 004~006 = 005-008 | 008~011 = 009~013 | 010~016
RPM 1590 1060 800 530 400 320 240
10 feep | 001~002  001~003 | 002004 | 002-005 = 003-006 003006 | 004~0.0

High alloyed steel, RPM 800 530 400 270 200 160 120

w

and tool steel FEED 0.01~0.03 0.03~0.05 0.04~0.06 0.05~0.08 0.08~0.11 0.09~0.13 0.10~0.16
20 RPM 3180 2120 1590 1060 800 640 490
. FEED 0.01~0.03 0.03~0.05 0.04~0.06 0.05~0.08 0.08~0.11 0.09~0.13 0.10~0.16
Grey cast iron
16 15 RPM 2390 1590 1190 800 600 480 370
FEED 0.01~0.02 0.01~0.03 0.02~0.04 0.02~0.05 0.03~0.06 0.03~0.06 0.04~0.10
20 RPM 3180 2120 1590 1060 800 640 490
X FEED 0.01~0.03 0.03~0.05 0.04~0.06 0.05~0.08 0.08~0.11 0.09~0.13 0.10~0.16
Nodular cast iron
10 RPM 1590 1060 800 530 400 320 240
FEED 0.01~0.02 0.01~0.03 0.02~0.04 0.02~0.05 0.03~0.06 0.03~0.06 0.04~0.10
15 RPM 2390 1590 1190 800 600 480 370
. FEED 0.01~0.03 0.03~0.05 0.04~0.06 0.05~0.08 0.08~0.11 0.09~0.13 0.10~0.16
Malleable cast iron
10 RPM 1590 1060 800 530 400 320 240

FEED 0.01~0.02 0.01~0.03 0.02~0.04 0.02~0.05 0.03~0.06 0.03~0.06 0.04~0.10






