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A Drill Wear B Drill Chipping C Cracking D Body Damage by Chips E Breakage F Trouble During Operation G Trouble With Hole Accuracy
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Are volume and pressure of cutting fluid adequate?...Volume 3 gal./min. or 37-62 Ib./in .

Is lubricating capability OK?...Water-emulsifiable oil or neat cutting oil should be used and lubricating capability
should be maintained at high level.
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