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85-100
75-90
65-80
55-75
45-60
35-50

75-110
60-95
50-80

95-115
85-105
75-90
65-85
50-70
40-60
30-50
30-40

80-130
70-115
60-100
75-90
65-80

0,10-0,18
0,10-0,18
0,10-0,20
0,10-0,20
0,10-0,15
0,10-0,15
0,06-0,12
0,06-0,12

0,10-0,25
0,10-0,20
0,10-0,20
0,10-0,20
0,08-0,15

0,15-0,25
0,15-0,25
0,15-0,28
0,15-0,28
0,12-0,20
0,12-0,20
0,08-0,15
0,08-0,15

0,15-0,30
0,12-0,25
0,12-0,25
0,12-0,25
0,10-0,20

0,18-0,30
0,18-0,30
0,18-0,35
0,18-0,35
0,14-0,25
0,14-0,25
0,10-0,20
0,10-0,20

0,20-0,40
0,15-0,35
0,15-0,35
0,20-0,35
0,18-0,30

Tensile strength (N/mm2) Cutting speed vc Recommended feed f (mm/rev)
Hardness (HB) (m/min) for diameter ranges

M2003- M2103- 3 to 5 5 to 8 8 to 12
M2005 M2112 mm mm mm

Machining Values
MEGA-Drill-Steel
M2003, M2005, M2103, M2105, M2108, M2112

The machining values shown are
guidelines. The best data for the 
machining task in question should be
calculated during trials or during 
the machining operation.

up to 600 N/mm2

up to 700 N/mm2

over 700 N/mm2

up to 900 N/mm2

up to 1000 N/mm2

over 1000 N/mm2

up to 200 HB
up to 250 HB
over 250 HB

up to 600 N/mm2

over 600 N/mm2

350 to 450 HB

Material

Non-alloyed steel, cast steel

Alloyed steel

Inox
Stainless and acid-resistant steels
(Cr-Ni-alloys)

Grey cast iron, grey cast iron alloyed

Spheroidal graphite cast iron, 
cast iron with vermicular graphite, 
malleable iron
Aluminium (Si content > 10%)
Aluminium (Si content < 10%)
Copper, brass, bronze
Titanium alloys
Nickel alloys
Chilled cast iron
Hardened steel 

M2003, M2005 M2103, M2105, M2108, M2112
external coolant supply internal coolant supply

MEGA-Drill-Steel
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0,20-0,30
0,20-0,35
0,20-0,38
0,20-0,38
0,16-0,30
0,16-0,30
0,10-0,20
0,10-0,20

0,25-0,45
0,20-0,40
0,20-0,40
0,30-0,40
0,25-0,35

0,25-0,40
0,25-0,40
0,25-0,42
0,25-0,42
0,18-0,32
0,18-0,32
0,15-0,25
0,15-0,25

0,30-0,50
0,25-0,45
0,25-0,45
0,35-0,50
0,30-0,40

0,30-0,45
0,30-0,45
0,30-0,50
0,30-0,50
0,20-0,35
0,20-0,35
0,15-0,25
0,15-0,25

0,35-0,55
0,30-0,50
0,30-0,50
0,40-0,50
0,35-0,45

85-100
75-90
65-80
55-75
45-60
35-50

75-110
60-95
50-80
65-85
55-70

95-115
85-105
75-90
65-85
50-70
40-60

80-130
70-115
60-100
75-90
65-80

0,10-0,18
0,10-0,18
0,10-0,20
0,10-0,20
0,10-0,15
0,10-0,15
0,06-0,12
0,06-0,12

0,10-0,25
0,10-0,20
0,10-0,20
0,10-0,20
0,08-0,15

0,15-0,25
0,15-0,25
0,15-0,28
0,15-0,28
0,12-0,20
0,12-0,20
0,08-0,15
0,08-0,15

0,15-0,30
0,12-0,25
0,12-0,25
0,12-0,25
0,10-0,20

0,18-0,30
0,18-0,30
0,18-0,35
0,18-0,35
0,14-0,25
0,14-0,25
0,10-0,20
0,10-0,20

0,20-0,40
0,15-0,35
0,15-0,35
0,20-0,35
0,18-0,30

0,20-0,30
0,20-0,35
0,20-0,38
0,20-0,38
0,16-0,30
0,16-0,30
0,10-0,20
0,10-0,20

0,25-0,45
0,20-0,40
0,20-0,40
0,30-0,40
0,25-0,35

Recommended feed f (mm/rev) Cutting speed vc Recommended feed f (mm/rev)
for diameter ranges (m/min) for diameter ranges

12 to 16 16 to 20 20 to 25 M2040– M2140 2,5 to 5 5 to 8 8 to 12 12 to 14
mm mm mm M2050        mm mm mm mm

M2040 M2140
external coolant supply internal coolant supply

MEGA-Drill-Steel Step-Drill

Machining values for
MEGA-Drill-Steel

Step-Drill 
M2040,  M2140
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85-100
75-90
65-80
55-75
45-60
35-50
40-60
30-50

70-110
60-95
50-80
65-85
55-70

110-360
120-480
120-480

95-115
85-105
75-90
60-85
50-70
40-60
50-70
40-60

80-130
70-115
60-100
75-90
65-80

110-360
120-480
120-480
20-50
20-50

0,10-0,18
0,10-0,18
0,10-0,20
0,10-0,20
0,10-0,15
0,10-0,15
0,04-0,10
0,03-0,08

0,10-0,25
0,10-0,20
0,10-0,20
0,10-0,20
0,08-0,15

0,10-0,25
0,10-0,25
0,10-0,25
0,02-0,07
0,02-0,07

0,15-0,25
0,15-0,25
0,15-0,28
0,15-0,28
0,12-0,20
0,12-0,20
0,06-0,12
0,04-0,10

0,15-0,30
0,12-0,25
0,12-0,25
0,12-0,25
0,10-0,20

0,15-0,35
0,15-0,35
0,15-0,35
0,04-0,10
0,04-0,10

0,18-0,30
0,18-0,30
0,18-0,35
0,18-0,35
0,14-0,25
0,14-0,25
0,08-0,15
0,06-0,12

0,20-0,40
0,15-0,35
0,15-0,35
0,20-0,35
0,18-0,30

0,25-0,45
0,25-0,45
0,25-0,45
0,06-0,12
0,06-0,12

Machining values for
MEGA-Drill-Inox
M1703, M1705, M1803, M1805

M1703, M1705
external coolant supply

The machining values shown are
guidelines. The best data for the 
machining task in question should be
calculated during trials or during 
the machining operation.

Tensile strength (N/mm2) Cutting speed vc Recommended feed f (mm/rev)
Hardness (HB) (m/min) for diameter ranges

M1703, M1803, 3 to 5 5 to 8 8 to 12
M1705 M1805 mm mm mm

MEGA-Drill-Inox

up to 600 N/mm2

up to 700 N/mm2

over 700 N/mm2

up to 900 N/mm2

up to 1000 N/mm2

over 1000 N/mm2

up to 200 HB
up to 250 HB
over 250 HB

up to 600 N/mm2

over 600 N/mm2

350 to 450 HB

Material

Non-alloyed steel, cast steel

Alloyed steel

Inox
Stainless and acid-resistant steels
(Cr-Ni-alloys)

Grey cast iron, grey cast iron alloyed

Spheroidal graphite cast iron, 
cast iron with vermicular graphite, 
malleable iron
Aluminium (Si content > 10%)
Aluminium (Si content < 10%)
Copper, brass, bronze
Titanium alloys
Nickel alloys
Chilled cast iron
Hardened steel 
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0,20-0,35
0,20-0,35
0,20-0,38
0,20-0,38
0,16-0,30
0,16-0,30
0,12-0,20
0,08-0,15

0,25-0,45
0,20-0,40
0,20-0,40
0,30-0,40
0,25-0,35

0,30-0,50
0,30-0,50
0,30-0,50
0,08-0,15
0,08-0,15

0,25-0,40
0,25-0,40
0,25-0,42
0,25-0,42
0,18-0,32
0,18-0,32
0,15-0,25
0,08-0,15

0,30-0,50
0,25-0,45
0,25-0,45
0,35-0,50
0,30-0,40

0,35-0,55
0,35-0,55
0,35-0,55
0,08-0,15
0,08-0,18

0,25-0,40

70-200
80-300
60-220

90-300
100-400
70-300

0,15-0,35
0,15-0,35
0,12-0,25

0,25-0,45
0,25-0,45
0,20-0,35

0,30-0,50
0,30-0,50
0,25-0,45

0,10-0,25
0,10-0,25
0,07-0,18

Machining values for 
MEGA-Drill-Alu 

M2705, M2805, M2808, M2812

M1803, M1805 M2705 M2805, M2808, M2812
internal coolant supply external coolant supply internal coolant supply

Recommended feed f (mm/rev) Cutting speed vc Recommended feed f (mm/rev)
for diameter ranges (m/min) for diameter ranges

12 to 16 16 to 20 20 to 25 M2705 M2805- 3 to 5 5 to 8 8 to 12 12 to 16
mm mm mm M2812 mm mm mm mm

MEGA-DRILL-ALU
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20-25
15-20

0,03-0,05
0,03-0,05
0,03-0,05

0,04-0,08
0,04-0,08
0,04-0,08

0,06-0,10
0,06-0,10
0,06-0,10

Machining values for
MEGA-Drill-Hardened 
M1600

M1600
external coolant supply

The machining values shown are
guidelines. The best data for the 
machining task in question should be
calculated during trials or during 
the machining operation.

Tensile strength (N/mm2) Cutting speed vc Recommended feed f (mm/rev)
Hardness (HB) (m/min) for diameter ranges

M1600 3 to 5 5 to 8 8 to 12
mm mm mm

MEGA-DRILL-HARDENED

up to 600 N/mm2

up to 700 N/mm2

over 700 N/mm2

up to 900 N/mm2

up to 1000 N/mm2

over 1000 N/mm2

up to 200 HB
up to 250 HB
over 250 HB

up to 600 N/mm2

over 600 N/mm2

350 to 450 HB

Material

Non-alloyed steel, cast steel

Alloyed steel

Inox
Stainless and acid-resistant steels
(Cr-Ni-alloys)

Grey cast iron, grey cast iron alloyed

Spheroidal graphite cast iron, 
cast iron with vermicular graphite, 
malleable iron
Aluminium (Si content > 10%)
Aluminium (Si content < 10%)
Copper, brass, bronze
Titanium alloys
Nickel alloys
Chilled cast iron
Hardened steel 
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0,08-0,12
0,08-0,12
0,08-0,12

0,10-0,15
0,10-0,15
0,10-0,15

Recommended feed f (mm/rev)
for diameter ranges

12 to 16 16 to 20
mm mm
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30-90
30-80
30-70
30-60
30-55
30-50
20-40
20-40

30-100
30-90
30-80
30-80
30-70

30-250
30-250
30-250
20-40
20-40

0,03-0,05
0,03-0,05
0,03-0,05
0,02-0,05
0,02-0,04
0,02-0,04
0,01-0,03
0,01-0,03

0,03-0,06
0,03-0,05
0,03-0,05
0,03-0,05
0,02-0,04

0,03-0,06
0,04-0,07
0,04-0,07
0,01-0,03
0,01-0,03

0,04-0,07
0,04-0,07
0,04-0,07
0,03-0,06
0,03-0,06
0,03-0,05
0,02-0,04
0,02-0,04

0,04-0,07
0,04-0,07
0,04-0,06
0,04-0,06
0,03-0,05

0,04-0,08
0,05-0,08
0,05-0,08
0,02-0,04
0,02-0,04

0,06-0,09
0,05-0,09
0,05-0,09
0,04-0,08
0,04-0,08
0,04-0,07
0,03-0,06
0,03-0,06

0,05-0,10
0,05-0,10
0,05-0,09
0,05-0,09
0,04-0,08

0,05-0,12
0,06-0,15
0,06-0,15
0,03-0,06
0,03-0,06

Machining values for
SMART-Drill
M1905, M1908, M1912

The machining values shown are
guidelines. The best data for the 
machining task in question should be
calculated during trials or during 
the machining operation.

Tensile strength (N/mm2) Cutting speed vc Recommended feed f (mm/rev)
Hardness (HB) (m/min) for diameter ranges

M1905-M1912 1 to 1.5 1.6 to 2 2.1 to 3
mm mm mm

SMART-Drill

up to 600 N/mm2

up to 700 N/mm2

over 700 N/mm2

up to 900 N/mm2

up to 1000 N/mm2

over 1000 N/mm2

up to 200 HB
up to 250 HB
over 250 HB

up to 600 N/mm2

over 600 N/mm2

350 to 450 HB

Material

Non-alloyed steel, cast steel

Alloyed steel

Inox
Stainless and acid-resistant steels
(Cr-Ni-alloys)

Grey cast iron, grey cast iron alloyed

Spheroidal graphite cast iron, 
cast iron with vermicular graphite, 
malleable iron
Aluminium (Si content > 10%)
Aluminium (Si content < 10%)
Copper, brass, bronze
Titanium alloys
Nickel alloys
Chilled cast iron
Hardened steel 

M1905, M1908, M1912
internal coolant supply
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80-100
70-90
60-80
60-70
40-60
40-50
30-50
30-40

70-90
60-80
60-70
75-90
65-80

0,10-0,18
0,10-0,18
0,10-0,20
0,10-0,20
0,10-0,15
0,10-0,15
0,06-0,12
0,06-0,12

0,15-0,25
0,15-0,25
0,12-0,20
0,10-0,20
0,08-0,15

0,15-0,25
0,15-0,25
0,15-0,28
0,15-0,28
0,12-0,20
0,12-0,20
0,08-0,15
0,08-0,15

0,20-0,35
0,20-0,35
0,15-0,25
0,12-0,25
0,10-0,20

0,25-0,40
0,25-0,40
0,25-0,42
0,25-0,42
0,18-0,32
0,18-0,32
0,15-0,25
0,15-0,25

0,35-0,55
0,35-0,55
0,30-0,45
0,35-0,50
0,30-0,40

0,18-0,30
0,18-0,30
0,18-0,35
0,18-0,35
0,14-0,25
0,14-0,25
0,10-0,20
0,10-0,20

0,25-0,45
0,25-0,45
0,20-0,35
0,20-0,35
0,18-0,30

0,20-0,35
0,20-0,35
0,20-0,38
0,20-0,38
0,16-0,30
0,16-0,30
0,10-0,20
0,10-0,20

0,30-0,50
0,30-0,50
0,25-0,40
0,30-0,40
0,25-0,35

60-70
60-70
50-60
40-60
30-50
30-40

60-70
50-60
40-50
60-70
50-60

Machining values for 
MEGA-Quadro-Drill 

M2075, M2175, M2182

Cutting speed vc Recommended feed f (mm/rev)
(m/min) for diameter ranges

M2075 M2175- 3 to 5 5 to 8 8 to 12 12 to 16 16 to 20
M2182 mm mm mm mm mm

MEGA-Quadro-Drill

M2175,  M2182 
internal coolant supply

M2075 
external coolant supply
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70-90
60-80
60-70
75-90
65-80

90-300
100-400
70-300

0,30-0,60
0,30-0,60
0,25-0,55
0,25-0,55
0,20-0,45

0,30-0,65
0,35-0,70
0,35-0,70

0,35-0,80
0,35-0,80
0,35-0,70
0,40-0,70
0,30-0,65

0,40-0,90
0,40-1,00
0,40-1,00

Machining values for
GIGA-Drill
M2195, M2198

M2195, M2198
internal coolant supply

The machining values shown are
guidelines. The best data for the 
machining task in question should be
calculated during trials or during 
the machining operation.

Tensile strength (N/mm2) Cutting speed vc Recommended feed f (mm/rev)
Hardness (HB) (m/min) for diameter ranges

M2195, M2198 3 to 5 5 to 8 8 to 12
mm mm mm

GIGA-Drill

up to 600 N/mm2

up to 700 N/mm2

over 700 N/mm2

up to 900 N/mm2

up to 1000 N/mm2

over 1000 N/mm2

up to 200 HB
up to 250 HB
over 250 HB

up to 600 N/mm2

over 600 N/mm2

350 to 450 HB

Material

Non-alloyed steel, cast steel

Alloyed steel

Inox
Stainless and acid-resistant steels
(Cr-Ni-alloys)

Grey cast iron, grey cast iron alloyed

Spheroidal graphite cast iron, 
cast iron with vermicular graphite, 
malleable iron
Aluminium (Si content > 10%)
Aluminium (Si content < 10%)
Copper, brass, bronze
Titanium alloys
Nickel alloys
Chilled cast iron
Hardened steel 
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0,50-0,90
0,50-0,90
0,50-0,80
0,50-0,90
0,40-0,70

0,60-1,00
0,60-1,20
0,60-1,20

0,60-1,00
0,60-1,00
0,50-0,90
0,50-0,90
0,45-0,80

0,60-1,00
0,60-1,20
0,60-1,20

60-70
50-60
40-60
30-50
30-40

60-70
50-60
40-50
45-60
40-55

70-90
80-100

70-90
60-80
60-70
40-60
40-50

70-90
60-80
60-70
55-70
45-60

80-100
90-120

0,10-0,18
0,10-0,20
0,10-0,20
0,10-0,15
0,10-0,15

0,15-0,25
0,15-0,25
0,12-0,20
0,10-0,18
0,18-0,20

0,10-0,20
0,10-0,20

0,15-0,25
0,15-0,28
0,15-0,28
0,12-0,20
0,12-0,20

0,20-0,35
0,20-0,35
0,15-0,25
0,15-0,25
0,15-0,28

0,15-0,25
0,15-0,25

0,18-0,30
0,18-0,35
0,18-0,35
0,14-0,25
0,14-0,25

0,25-0,45
0,25-0,45
0,20-0,35
0,18-0,30
0,18-0,35

0,20-0,30
0,20-0,30

0,20-0,35
0,20-0,38
0,20-0,38
0,16-0,30
0,16-0,30

0,30-0,50
0,30-0,50
0,25-0,40
0,20-0,35
0,20-0,38

0,25-0,35
0,25-0,35

Machining values for
MEGA-Drill-Reamer 

M2253, M2263, M2265 

M2253 M2263, M2265 
external coolant supply internal coolant supply

Recommended feed f (mm/rev) Cutting speed vc Recommended feed f (mm/rev)
for diameter ranges (m/min) for diameter ranges

12 to 16 16 to 20 20 to 25 M2253 M2263- 3 to 5 5 to 8 8 to 12 12 to 16 16 to 20 20 to 25
mm mm mm M2265 mm mm mm mm mm mm

MEGA-Drill-Reamer
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0,15-0,30
0,12-0,25
0,12-0,25

0,15-0,35
0,15-0,35
0,12-0,25

0,10-0,25
0,10-0,20
0,10-0,20

0,10-0,25
0,10-0,25
0,07-0,18

70-110
60-95
50-80

120-300
200-400
60-300

0,20-0,40
0,15-0,35
0,15-0,35

0,25-0,45
0,25-0,45
0,20-0,35

Machining values for
Solid carbide drills with straight flute 
M2605, M2608, M2612 

M2605, M2608, M2612 
internal coolant supply

The machining values shown are
guidelines. The best data for the 
machining task in question should be
calculated during trials or during 
the machining operation.

Tensile strength (N/mm2) Cutting speed vc Recommended feed f (mm/rev)
Hardness (HB) (m/min) for diameter ranges

M2605– 3 to 5 5 to 8 8 to 12
M2612 mm mm mm

Solid carbide drills with straight flutes

up to 600 N/mm2

up to 700 N/mm2

over 700 N/mm2

up to 900 N/mm2

up to 1000 N/mm2

over 1000 N/mm2

up to 200 HB
up to 250 HB
over 250 HB

up to 600 N/mm2

over 600 N/mm2

350 to 450 HB

Material

Non-alloyed steel, cast steel

Alloyed steel

Inox
Stainless and acid-resistant steels
(Cr-Ni-alloys)

Grey cast iron, grey cast iron alloyed

Spheroidal graphite cast iron, 
cast iron with vermicular graphite, 
malleable iron
Aluminium (Si content > 10%)
Aluminium (Si content < 10%)
Copper, brass, bronze
Titanium alloys
Nickel alloys
Chilled cast iron
Hardened steel 
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0,25-0,45
0,20-0,40
0,20-0,40

0,30-0,50
0,30-0,50
0,25-0,45

0,30-0,50
0,25-0,45
0,25-0,45

0,35-0,55
0,35-0,55
0,30-0,50

80
70
65
65
50
40

80
65
55
70
50

185
150
175

90
80
72
70
55
45

90
75
65
80
55

185
150
175

70
65
58
60
45
40

75
60
50
65
45

170
135
160

80
75
65
65
50
40

80
70
60
70
50

170
135
160

0,10
0,12
0,13
0,13
0,10
0,10

0,17
0,16
0,15
0,19
0,15

0,15
0,12
0,10

0,14
015
0,17
0,17
0,14
0,14

0,22
0,21
0,20
0,25
0,20

0,20
0,15
0,14

0,18
0,20
0,22
0,22
0,18
0,18

0,28
0,26
0,25
0,32
0,25

0,25
0,20
0,18

0,22
0,24
0,27
0,27
0,22
0,22

0,34
0,32
0,30
0,38
0,30

0,30
0,24
0,22

Machining values for
MEGA-Deep-Drill 

M2115, M2120, M2125, M2130    

M2115, M2120 M2125, M2130
internal coolant supply internal coolant supply

Recommended feed f (mm/rev) Cutting speed vc Recommended feed f (mm/rev)
for diameter ranges (m/min) for diameter ranges

12 to 16 16 to 20  M2115/M2120 M2125/M2130 3 to 5 5 to 8 8 to 12 12 to 16
mm mm MMS          IC MMS           IC mm mm mm mm

MEGA-Deep-Drill
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P

M

K1

K2

N

S

H

0,3-0,5
0,3-0,5
0,3-0,5
0,3-0,5

0,26-0,48
0,26-0,48

0,5-0,75
0,5-0,75
0,3-0,6
0,3-0,6
0,3-0,65

0,25-0,4
0,25-0,4
0,25-0,4
0,25-0,4
0,18-0,32
0,18-0,32

0,35-0,55
0,35-0,55
0,25-0,55
0,25-0,55
0,25-0,6

0,2-0,35
0,2-0,35
0,2-0,35
0,2-0,35
0,16-0,3
0,16-0,3

0,3-0,5
0,3-0,5
0,2-0,5
0,2-0,5
0,25-0,5

80-100
70-90
30-70
30-60
30-55
30-50
50-70
40-60

70-90
60-80
60-70
75-90
65-80

100-400
90-300
70-300

0,35-0,65
0,35-0,65
0,35-0,65
0,35-0,65
0,32-0,60
0,32-0,60

0,62-1,00
0,62-1,00
0,35-0,7
0,35-0,7
0,35-0,7

up to 600 N/mm2

up to 700 N/mm2

over 700 N/mm2

up to 900 N/mm2

up to 1000 N/mm2

over 1000 N/mm2

up to 200 HB
up to 250 HB
over 250 HB

up to 600 N/mm2

over 600 N/mm2

350 to 450 HB

Material

Non-alloyed steel, cast steel

Alloyed steel

Inox
Stainless and acid-resistant steels
(Cr-Ni-alloys)

Grey cast iron, grey cast iron alloyed

Spheroidal graphite cast iron, 
cast iron with vermicular graphite, 
malleable iron
Aluminium (Si content > 10%)
Aluminium (Si content < 10%)
Copper, brass, bronze
Titanium alloys
Nickel alloys
Chilled cast iron
Hardened steel 

Machining values
for Torque Transfer Drill TTD

Tensile strength (N/mm2) Cutting speed Recommended feed f (mm/rev)
Hardness (HB) vc(m/min.) for diameter ranges

12 to 15,7 mm 15,7 to 20 mm 20 to 25 mm 25 to 32 mm

Type 01

The machining values shown are
guidelines. The best data for the 
machining task in question should be
calculated during trials or during 
the machining operation.
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0,12-0,20
0,08-0,16

0,15-0,25
0,1-0,2

0,2-0,32
0,14-0,25

0,25-0,4
0,18-0,32

0,3-0,5
0,3-0,5
0,3-0,45

0,35-0,55
0,35-0,55
0,35-0,5

0,4-0,7
0,4-0,8
0,35-0,8

0,4-1,0
0,4-1,0
0,35-0,9

Recommended feed f (mm/rev)
for diameter ranges

12 to 15,7 mm 15,7 to 20 mm 20 to 25 mm 25 to 32 mm

Type 02 Type 03

Recommended feed f (mm/rev)
for diameter ranges

12 to 15,7 mm 15,7 to 20 mm 20 to 25 mm 25 to 32 mm
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P

M

K1

K2

N

S

0,3-0,5
0,3-0,5
0,3-0,5
0,3-0,5

0,26-0,48
0,26-0,48

0,5-0,75

0,25-0,4
0,25-0,4
0,25-0,4
0,25-0,4
0,18-0,32
0,18-0,32

0,35-0,55

0,2-0,35
0,2-0,35
0,2-0,35
0,2-0,35
0,16-0,3
0,16-0,3

0,3-0,5
0,3-0,5
0,2-0,5

80-100
70-90
30-70
30-60
30-55
30-50
50-70
40-60

70-90
60-80
60-70

75-90
65-80

100-400
90-300
70-300

0,35-0,65
0,35-0,65
0,35-0,65
0,35-0,65
0,32-0,60
0,32-0,60

0,62-1,00
0,62-1,00
0,35-0,7
0,35-0,7
0,35-0,7

0,12-0,20
0,08-0,16

0,15-0,25
0,1-0,2

0,2-0,32
0,14-0,25

0,25-0,4
0,18-0,32

0,3-0,5
0,3-0,5
0,3-0,45

0,35-0,55
0,35-0,55
0,35-0,5

0,4-0,7
0,4-0,8
0,35-0,8

0,4-1,0
0,4-1,0
0,35-0,9

up to 600 N/mm2

up to 700 N/mm2

over 700 N/mm2

up to 900 N/mm2

up to 1000 N/mm2

over 1000 N/mm2

up to 200 HB
up to 250 HB
over 250 HB

up to 600 N/mm2

over 600 N/mm2

350 to 450 HB

Material

Non-alloyed steel, cast steel

Alloyed steel

Inox
Stainless and acid-resistant steels
(Cr-Ni-alloys)

Grey cast iron, grey cast iron alloyed

Spheroidal graphite cast iron, 
cast iron with vermicular graphite, 
malleable iron
Aluminium (Si content > 10%)
Aluminium (Si content < 10%)
Copper, brass, bronze
Titanium alloys
Nickel alloys
Chilled cast iron

Machining values
for Torque Transfer Drill TTD

Tensile strength (N/mm2) Cutting speed Recommended feed f (mm/rev)
Hardness (HB) vc(m/min.) for diameter ranges

12 to 15,7 mm 15,7 to 20 mm 20 to 25 mm 25 to 32 mm

Recommended feed f (mm/rev)
for diameter ranges

12 to 15,7 mm 15,7 to 20 mm 20 to 25 mm 25 to 32 mm

Type 01 Type 02 Type 03

The machining values shown are
guidelines. The best data for the 
machining task in question should be

calcu-
lated
during
trials or

Recommended feed f (mm/rev)
for diameter ranges

12 to 15,7 mm 15,7 to 20 mm 20 to 25 mm 25 to 32 mm
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The MAPAL Group – the large specialist
for precision tools for the machining
of bores – puts great emphasis on the
production and sale of high-quality
solid carbide drills. The programme,
specified to the materials to be ma -
chined and the results to be achieved,
extends from standard type drills to
modern high performance drills. A spe-
cial highlight in this product group is
the drill reamer that achieves reaming
qualities in one operation.

Coatings, especially developed for
drilling applications, and the use of
extra hard cutting materials underline
the continous ambition to always
provide the optimum tool for the
respective application.

You can benefit from our competence
and long experience in the area of solid
carbide drills. We guarantee  you an
efficient and reliable production.

Dr Dieter Kress

High performance in drilling operations
In the lead with the ideal addition to the programme
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MAPAL Competence –
Drilling

H i g h  p e r f o r m a n c e  d r i l l s

A Review of MAPAL’s Competence
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Reaming and Fine Boring
From the wide range of single and twin-bladed reamers with guide pads, together with fine
boring tools with guide pads and WP or HX blades, to the HPR High Performance Reamers com-
bined with the MAPAL HFS® Head Fitting System for exact concentricity and accurate change -
over – to give you a general view of our complete knowledge and experience in pre cision machi-
ning bores.

PCD Tools
For pre-machining and finish machining, MAPAL also offers an extensive programme of 
pre cision tools with fixed PCD (polycrystalline diamond) blades. This includes precision gun
boring tools plus circular and end milling tools. The programme of face milling heads from the
PowerMill and EcoMill series is characterised by simple, sturdy design and rapid, accurate
blade setting.

ISO Tools
This aspect of MAPAL competence is made up of special tools with ISO elements for gun boring
and milling. This includes precision ground blades in the widest variety of cutting materials and
coatings. The use of MAPAL's tried and tested adjustment system ensures that the blades are
accurately matched to the task. MAPAL offers particular knowledge and ex perience in tangential
technology.

Generating Slide Tools
Generating slide tools offer a high potential for rationalisation and optimisation on special
machines and machining centres. In addition to the conventional facing heads, MAPAL also
supplies EAT and LAT performance-enhanced actuating systems for generating slide tools.
MAPAL TOOLTRONIC® tools with their extraordinary range of functions are the latest develop-
ment.

Drilling
Yet another area is the product programme for drilling. MAPAL offers the right tool concept
for every task, whether for machining aluminium, steel or cast iron, hard machining or dry
machining or for use in HSC areas. Specially developed coatings and PCD blades complete 
the broad-based drilling programme.

Clamping Systems
MAPAL's modern clamping systems, in conjunction with MAPAL's tried and tested reaming and
fine boring tools, guarantee maximum productivity and economy. Whether HSK, ISO or HFS®,
these high-precision connections and interfaces provide the concentricity and changeover
accuracy essential to modern production.

Customer Services
Project planning, maintenance, management and optimisation – the complete CTS®
service package from MAPAL will accompany you from process design to permanent process
optimi  sation and will ensure optimum and cost-saving use of your tools with the best possible
results.




