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M.A. Ford® recommends full retraction of the body of the Machine Requirements
drill from the hole during the peck cycle. It is recommended High Pressure Pump System (1,000 psi/68.9 bar)
to leave the drill point within the hole. Coolant filtration of 10 microns or better

Machine runout of .0004" (.01mm) Max.
For hole depths deeper than 4x the diameter, M.A. Ford®
recommends using a “soft start” program that drills to .5x
diameter deep at 2/3 of the speed and feed. Estimated Peck Depths

For hole depths up to 6X diameter No Pecks
For hole depths up to 10X diameter 0-2 Pecks
For hole depths up to 15X diameter 2-4 Pecks

Technical data provided should be considered advisory only as variations may be necessary depending on the particular application.
For product information, call your local distributor. 153



Twister MD

Recommended Cutting Data 2MDCL - Metric
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M.A. Ford® recommends full retraction of the body of the
drill from the hole during the peck cycle. It is recommended
to leave the drill point within the hole.

For hole depths deeper than 4x the diameter, M.A. Ford®
recommends using a “soft start” program that drills to .5x
diameter deep at 2/3 of the speed and feed.

Machine Requirements

High Pressure Pump System (1,000 psi/68.9 bar)
Coolant filtration of 10 microns or better

Machine runout of .0004" (.01mm) Max.

Estimated Peck Depths

For hole depths up to 6X diameter No Pecks
For hole depths up to 10X diameter 0-2 Pecks
For hole depths up to 15X diameter 2-4 Pecks

Technical data provided should be considered advisory only as variations may be necessary depending on the particular application.
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