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2XDCE Inch
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Workpiece Material 
Group

SFM

Tool Diameter

.1181 .1575 .1968 .2362 .2756 .3150 .3543 .3937 .4724

IPR

Steels P

1018/12L14
350

.0020 .0028 .0035 .0042 .0050 .0076 .0085 .0094 .0100

4140

260
A2/D2/P20/H13

Alloy Steels
4140/8620

400

Steel Forgings 175

.0024 .0031 .0039 .0047 .0055 .0076 .0085 .0094 .0100
Cast Irons K

Class 20
400

60-40-18
260

Ferritic
260

Austenitic M 304/316 180

.0020 .0028 .0035 .0042 .0050 .0076 .0085 .0094 .0100

Precipitation 

Stainless 
Steels

M
17-4 PH
13-8 PH

125

Martensitic M 410/440 125

Stainless M Ferritic 250

Special Alloys S

6AL-4V
160 .0012 .0016 .0020 .0024 .0028 .0040 .0050 .0055 .0060

Stellite, Haynes 25/188
80

.0007 .0009 .0012 .0014 .0019 .0025 .0028 .0031 .0034

Nickel-Based Alloys
80

60

High Nickel Alloys
Monel

80

Materials
H

Alloy Steels (36-45 Rc)
A2/D2/P20/H13

260

.0005 .0006 .0008 .0009 .0011 .0019 .0021 .0024 .0026
Alloy Steels (46-50 Rc)

A2/D2/P20/H13
120

Non-Ferrous N

500

.0033 .0044 .0055 .0066 .0077 .0110 .0120 .0130 .0140

350

Brass 400

.0021 .0028 .0035 .0042 .0050 .0110 .0125 .0135 .0150
Copper/Copper Alloys

300
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2XDCE
Process For Successful Deep Hole Drilling:

1.

have a point angle the same as or greater than the deep hole 

2. ® Series) drill.

3.

4.

5.

6.

Safety Note

104

Machine Requirements
®

Ford®

563-391-6220/800-553-8024.  
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Series 200S - 2XD Spot Drill Inch 
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S

Workpiece Material 
Group

SFM

Tool Diameter

1/4 5/16 3/8 1/2 5/8

IPR

Steels P

1018
325

.003 .004 .005 .006 .008
Alloy Steels

4140
225

Alloy Steels
(36-45 Rc) 4140

150

Cast Irons K
A48 Class 20/G4000

350

.003 .004 .005 .006 .006

A536/60-40-18
250

Austenitic M 304/316 150

.003 .004 .005 .006 .006
Precipitation 

Stainless 
Steels

M 17-4 PH 100

Special Alloys S
6AL-4V

175

.003 .004 .005 .006 .006

75

Series 200S - 2XD Spot Drill Metric

Workpiece Material 
Group

SMM

Tool Diameter(mm)

6 8 10 12 16

Steels P

1018
100

.0760 .1010 .1270 .1524 .1524
Alloy Steels

4140
70

Alloy Steels
(36-45 Rc) 4140

45

Cast Irons K
A48 Class 20/G4000

110

.0760 .1010 .1270 .1524 .1524

A536/60-40-18
80

Austenitic M 304/316 45

.0760 .1010 .1270 .1524 .1524
Precipitation 

Stainless 
Steels

M 17-4 PH 30

Special Alloys S
6AL-4V

55

.0760 .1010 .1270 .1524 .1524

20

107

2XDCE Metric
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Workpiece Material 
Group

SMM

Tool Diameter(mm)

3 4 5 6 7 8 9 10 12

Steels P

1018/12L14
105

.050 .071 .088 .106 .127 .193 .215 .238 .254

4140

80A2/D2/P20/H13

Alloy Steels
4140/8620

120

Steel Forgings 55

.060 .078 .099 .119 .139 .193 .215 .238 .254
Cast Irons K

Class 20
120

60-40-18
80

Ferritic
80

Austenitic M 304/316 55

.050 .071 .088 .106 .127 .193 .215 .238 .254

Precipitation 

Stainless 
Steels

M
17-4 PH
13-8 PH

40

Martensitic M 410/440 40

Stainless M Ferritic 75

Special Alloys S

6AL-4V
45 .030 .040 .050 .060 .071 .120 .127 .139 .152

Stellite, Haynes 25/188
25

.017 .022 .030 .035 .048 .063 .071 .078 .085

Nickel-Based Alloys
25

20

High Nickel Alloys
Monel

25

Materials
H

Alloy Steels (36-45 Rc)
A2/D2/P20/H13

35

.012 .015 .020 .022 .027 .048 .053 .060 .066
Alloy Steels (46-50 Rc)

A2/D2/P20/H13
25

Non-Ferrous N

150

.083 .110 .139 .167 .195 .279 .314 .350 .378

105

Brass 120

.053 .071 .088 .106 .127 .279 .314 .350 .378
Copper/Copper Alloys

90

106

Table of  
Contents

Table of  
Contents


