CARBIDE INSER’

-Dream Dirills

FI T A R

Available for General Steels and for Stai




I B

ITEM

YA1A / YB1A
YA2C /| YB2C
YB1A/YC1A
YB2C / YC2C
YC1A / YD1A
YC2C / YD2C
YE1A/YF1A
YE2C /| YF2C
YG1A/ YH1A
YG2C /| YH2C
YI1A/YJ1A
YI12C/YJ2C

g g [l
MODEL DESCRIPTION PAGE

—fi%i #2448 | i-Dream Drill General
AEEEMARRY i34 04h / i-Dream Drill INOX 34
—fi%i #2445 / i-Dream Drill General
TEESRERET 34044 / i-Dream Drill INOX %
— % #4445 | i-Dream Drill General
EESNFREY -33404h / i-Dream Drill INOX %
—H%i %444 | i-Dream Drill General
TREEkRIFRET ¥4 / i-Dream Drill INOX ¥
—fi%i 3 14k / i-Dream Drill General
AR -804 / i-Dream Drill INOX %8
— % A2k / i-Dream Drill General
TTEESHFRY 34748 / i-Dream Drill INOX %
HEFHHTIEEEF 40
RECOMMENDED CUTTING CONDITIONS

SHEFTAA, F A T e
Comparison with Split Point Drill, Spade Drill & Dream Dirill

Spade Drill

i-Dream Dirill
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i-DREAM DRILLS, CARBIDE INSERT

i 4]
S A
Non-
alloyed
Steels,
Free
Machining
Steels

~HRc24 ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRc37~ ~HRc24 HRc24~ ~HRc13 HRc13~ ~HRc28 ~HRc19 HRc19~ ~HRc8

Carbon Steels

&

Alloy Steels

O : ffs(Excellent)
o K

Good)
==kl ekl TEH T B 5% B e
High Alloyed steels  Structural Steels Tool Steels StSatEéeI:s Cast Iron Aluminum ?A(I)I%’)J/gr

(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HB350~) (~HB250) (HB250~) (~HB200) (HB200~) (~HB275) (~HB220) (HB220~) (~HB180) ~HB110
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CARBIDE

YA1A | YA2C
YB1A / YB2C

-Dream Drrills

-z N & T
L978  i-DREAM DRILL INSERTS & HOLDERS

DRILLS

ST e R TIA s
Features of i-Dresm Drill Inserts Features of i-Dresm Drill Holders

> T EE T R TG SE 1 B AR B > TR A% IR BIE S ISR T ek (RS HEE B
Secure and accurate seating resulting in accurate repeatability Special Alloy Steels that maintains its hardness and toughness
and concentricity. under high temperatures.

—§4i-3F )45 / i-Dream Drill General > Iﬁfﬂ‘—l'ﬂitﬁ)] %ﬁﬁﬁ}i?ﬁ?u*ﬁ%—fi 7 S &‘_ﬁ?ﬂl g

b % AT K234 551/ For most steels materials rggﬁ\éislvce;;rs?gs reatment that improves wear resistance an

A AN 124 / 1-Dream Drill INOX : > SRR 0T R HE HEE B (LF0BRTR S ML

> & T ki IR ER0 F B A0 R High Performance flute design allowing maximum chip evacuation
For tough,ductile materials and stainless steels and minimum interference.

> E 5w #IBT ] 70/ Light,sharp cutting edge

> 5 34 e |/ Soft cutting action
> o[ L3l 41 5/ Minimize cutting forces
> i/l 71 £ / Reduce built-up edge

L3 Ref. ‘
L2 .
/™.
Bl
G)]é] 2 fcutting conditions:p. 40~41) — |

Series Insert EDP No. m Shank |Flange| Flute [Overall .
Holder Length| Dia. |Length|Length| Clamping
EDP No. L Screw No.
2

@FD
2SD

S General INOX
(mm) (TiAIN) (TiCN) dec. frac. mm L1  L3Ref.
YA1A1200 YA2C1200 0.4724 12.00 3D  ZH12003020 50 191
YA1A1210 YA2C1210 0.4764 12.10
5D ZH12005020 20 50 25 77 146
YA1A1220 YA2C1220 0.4803 12.20 7D ZH12007020 101 170
YA1A1230 YA2C1230 0.4844 31/64 12.30
YA1A1250 YA2C1250 0.4921 12.50
YA1A1260 YA2C1260 0.4961 12.60| 3D ZH12503020 54 122
YA1A1270 YA2C1270 05000 1/2 12.70, 5D ZH12505020 20 50 25 80 148
A YA1A1280 YA2C1280 0.5039 12.80| 7D ZH12507020 106 174
212.00 YA1A1290 YA2C1290 0.5079 12.90
o TX1213T08
213.99 YA1A1300 YA2C1300 0.5118 13.00 3D  ZH13003020 56 124
YA1A1310 YA2C1310 0.5156 33/64 13.10
50 ZH13005020 20 50 25 83 191
YA1A1320 YA2C1320 0.5197 13.20 7D ZH13007020 110 178
YA1A1349 YA2C1349 0.5312 17/32 13.49
YA1A1350 YA2C1350 0.5315 13.50
YA1A1360 YA2C1360 0.5354 13.60| 3D ZH13503020 57 | 125
YA1A1370 YA2C1370 0.5394 13.70| 5D 2ZH13505020 20 50 25 85 153
YA1A1380 YA2C1380 0.5433 13.80| 7D ZH13507020 113 181
YA1A1389 YA2C1389 0.5469 35/64 13.89
YB1A1400 YB2C1400 0.5512 14.00
B 211420 veecrazo oot | [1aeo| o2 (214003080 59 128
@14.00 : . 5D ZH14005020 20 50 25 88 @ 155 TX1415T08
to YB1A1429 YB2C1429 0.5625 9/16 14.29 7D ZH14007020 117 184
@15.99 YB1A1430 YB2C1430 0.5630 14.30
YB1A1440 YB2C1440 0.5669 14.40

R TINTICNTIAIN & Hards lickBIiRIER PESGH{TIIL. / Coating : TiN, TiCN, TiAIN & Hardslick are available on your request.

O : fit(Excellent) O : R(Good)

it 3% N
R T s28  mesW W9 TEA  TEE #% 0 B Was
Non-
alloyed i .
S%?S'es Carbon Steels Alloy Steels H|grs1£glt')syed Structural Steels Tool Steels Stggé?:s Cast Iron Aluminum %I%F;:r
Machining
Steels
~HRc24 ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRc37~ ~HRc24 HRc24~ ~HRc13 HRc13~ ~HRc28 ~HRc19 HRc19~ ~HRc8 ~HB110
(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HBA350~) (~HB250) (HB250~) (~HB200) (HB200~) (~HB275) (~HB220) (HB220~) (~HB180)
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CARBIDE

YB1A / YB2C
YC1A /| YC2C

-Dream Drrills

—FZh 1 & I

i-DREAM DRILL INSERTS & HOLDERS -DREAM
DRILLS
TR Rl S IBOETIE e
Features of i-Dresm Drill Inserts Features of i-Dresm Drill Holders
> EHETN EE T GE S M AR A ) > R & 0 B A R R T (RAL (RIS HEE Rt
Secure and accurate seating resulting in accurate repeatability Special Alloy Steels that maintains its hardness and toughness
and concentricity. under high temperatures.
_ﬁﬁ‘_yij%'ﬁ IH' i-Dream Drill General > %ﬁﬁm%@ﬂiiﬁﬁql’jﬁ%#g] E{]ﬁ%'ri%}@&ﬁmﬁ
b & BT % B4 #/ For most steels materials Irr;gz\éztslvceof::)r;?;: treatment that improves wear resistance and
B AL i 404 / -Dream Drill INOX : > S kA B THE HEE SRR & ML
> & Ttk IR B0 44 B A0 R High Performance flute design allowing maximum chip evacuation
For tough,ductile materials and stainless steels and minimum interference.

> E Hi2 s #I8) N4 7/ Light,sharp cutting edge
» A %41 HIl{E A / Soft cutting action
» o 30 b 481 3/ Minimize cutting forces

» il F1)E £E / Reduce built-up edge

G)] Bl Z £ fcutting conditions:p. 40~41) '

Series Insert EDP No. m Shank |Flange| Flute [Overall .
Range Holder Length| Dia. |Length|Length| Clamping
EDP No. L Screw No.
2

Drilling

General INOX Depth

(mm) (TiAIN) (TiCN) dec. frac. mm L1 L3Ref.
YB1A1450 YB2C1450 0.5709 14.50 3D ZH14503020 61 128
YB1A1460 YB2C1460 0.5748 14.60 5D ZH14505020 20 50 25 91 158
YB1A1468 YB2C1468 0.5781 37/64 14.68 7D ZH14507020 191 188
YB1A1480 YB2C1480 0.5827 14.80
YB1A1500 YB2C1500 0.5806 15.00

B YB1A1508 YB2C1508 0.5938 19/32 15.08 3D ZH15003020 63 130
YB1A1510 YB2C1510 0.5945 15.10 5D ZH15005020 20 50 95 94 161
Q/lé-oo YB1A1520 YB2C1520 0.5984 15.20 7D ZH15007020 195 190 TX1415T08
215.99 YB1A1530 YB2C1530 0.6024 15.30
YB1A1548 YB2C1548 0.6094 39/64 15.48
YB1A1550 YB2C1550 0.6102 15.80
YB1A1560 YB2C1560 0.6142 15.60, 3D ZH15503020 65 131
YB1A1570 YB2C1570 0.6181 15.70| 8D ZH15505020 20 50 @25 97 163
YB1A1580 YB2C1580 0.6220 15.80| 7D ZH15507020 128 194
YB1A1587 YB2C1587 0.6250 5/8 15.87
YC1A1600 YC2C1600 0.6299 16.00
YC1A1609 YC2C1609 0.6335 16.09| 3D ZH16003020 65 131
C YC1A1620 YC2C1620 0.6378 16.20| 5D ZH16005020 20 50 25 98 164
216.00 YC1A1627 YC2C1627 0.6406 41,/64 16.27| 7D ZH16007020 131 197 TX1617T08
to YC1A1630 YC2C1630 0.6417 16.30
@17.899 YC1A1650 YC2C1650 0.6496 16.50| 3D ZH16503020 67 133
YC1A1667 YC2C1667 0.6562 21/32 16.67| 5D ZH16505020 20 50 25 101 167
YC1A1680 YC2C1680 0.6614 16.80| 7D ZH16507020 134 200

WE CTINTICNTIAIN & HardslickT[HRIEEPEIHTIIT. / Coating : TiN, TICN, TiAIN & Hardslick are available on your request.

O : ff(Excellent) O : R.(Good)

=& .
S ww se  mSRM shAE TRS TEE &% B Wed
Non-
alloyed , )
S't:erg(las Carbon Steels Alloy Steels H'ggtégﬁsyed Structural Steels Tool Steels Sggé?:s Cast Iron Aluminum (ﬂ%‘;’gr
Machlmng
Steels
~HRc24  ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRc37~ ~HRc24 HRc24~ ~HRc13 HRe13~ ~HRc28 ~HRe19 HRe19~ ~HRc8  piqg
(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HB350~) (~HB250) (HB250~) (~HB200) (HB200~) (~HB275) (~HB220) (HB220~) (~HB180)
Y+1A| O @) O O O O O O @) @) O O @)
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CARBIDE

YC1A / YC2C
YD1A /| YD2C

-Dream Drrills

-z N & T
L978  i-DREAM DRILL INSERTS & HOLDERS

DRILLS

CIBOETIA s ST e
Features of i-Dresm Drill Inserts Features of i-Dresm Drill Holders

> o G R L 2 E B AR AR W, ) > B S R R ERIRT AR HIE R i
Secure and accurate seating resulting in accurate repeatability Special Alloy Steels that maintains its hardness and toughness
and concentricity. under high temperatures.

—fgi-# 414k [ i-Dream Drill General > lﬁﬁ&ts)‘]%@fi@?ﬁﬁu%ﬁfﬁ E"]ﬁ%ﬁﬂ\ﬁ@yﬁ?tﬂ d

> & BT k&34 H1/ For most steels materials rgzﬁ\ézslvs;:grs?gi reatment that improves wear resistance an

AERALY - 24 / i-Dream Drill INOX : > SR B AR LHE HEE S (LRI RRRRE: ML

> & BT b \BE) 4 B AR R High Performance flute design allowing maximum chip evacuation
For tough,ductile materials and stainless steels and minimum interference.

> B mse R 14| 7/ Light,sharp cutting edge
» HE HIfE B/ Soft cutting action
» [ a1 $#) £/ Minimize cutting forces

» i/l FE 95 / Reduce built-up edge

G)] Bl &% /cutting conditions:p. 40~41) '

Series Insert EDP No. m Shank |Flange| Flute [Overall .
Range Holder Length| Dia. |Length|Length| Clamping
EDP No. L Screw No.
2

General INOX

(mm) (TiAIN) (TiCN) dec. frac. mm L1  L3Ref.

YC1A1700 YC2C1700 0.6693 17.00| 3D zH17003020 69 134

C YC1A1707 YC2C1707 0.6919 43/64 17.07| 5D ZH17005020 20 50 25 104 169
1600 YC1A1746 YC2C1746 06875 11/16 17.46| 7D ZH17007020 1251 [aaZ) R

to  YC1A1750 YC2C1750 0.6890 17.50| 3D ZH17503020 70 135

217.99 YC1A1780 YC2C1780 0.7008 17.80| 5D ZH17505020 20 50 25 108 171

YC1A1786 YC2C1786 0.7031 45/64 17.86] 7D ZH17507020 142 207

YD1A1800 YD2C1800 0.7087 ffeiEs] =L Al sz e

5D ZH18005025 25 56 32 109 186

YD1A1826 YD2C1826 0.7188 23/32 18.26| 7p 7H18007025 146 203

YD1A1850 YD2C1850 0.7283 18.50| 3D ZzH18503025 74 150

YD1A1865 YD2C1865 0.7344 47,64 1865 5D ZzH18505025 25 56 32 112 188

D vp1atss0 Yp2cisso 0.7402 18.80| 7D ZH18507025 150 226
18.00 YD1A1900 YD2C1900 0.7480 19.00 TX1819T15

S otk vhaote G754 oo B BXME e e

° YD1A1927 YD2C1927 0.7587 19.27| 00 JH19007025 154 | 230

YD1A1945 YD2C1945 0.7656 49/64 19.45

YD1A1950 YD2C1950 0.7677 19.50| 3D ZH19503025 77 153

YD1A1980 YD2C1980 0.7795 19.80| 5D ZzH19505025 25 56 32 117 193

YD1A1984 YD2C1984 0.7812 25,32 19.84| 7D ZH19507025 157 233

W TINTICN TIAIN & Hards lickT$RIEE PESGHTIIT. / Coating : TiN, TICN, TIAIN & Hardslick are available on your request.

O : fit(Excellent) O : R(Good)

=& .
S B s4W  meRN sk IEM  FEE  B% B @sk
Non-
alloyed ) )
S't:?g(lés Carbon Steels Alloy Steels nggtéglt?syed Structural Steels Tool Steels Stsat'ggsss Cast Iron Aluminum %%3?
Machlnmg
Steels
~HRc24  ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRc37~ ~HRc24 HRc24~ ~HRc13 HRe13~ ~HRc28 ~HRc19 HRe19~ ~HRe8 | pyqg
(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HB350~) (~HB250) (HB250~) (~HB200) (HB200~) (~HB275) (~HB220) (HB220~) (~HB180)
Y+1A| O @) O O O O O O O O @) O @)
Ys2¢| O O O O O ©) O O
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CARBIDE

YE1A / YE2C
YF1A /| YF2C

-Dream Drrills

—FZh 1 & I

i-DREAM DRILL INSERTS & HOLDERS -DREAM
DRILLS
ST e BT e
Features of i-Dresm Drill Inserts Features of i-Dresm Drill Holders
> o EE T T S E 0 B AR s B P ST A%l R R T (e Rl HIE ERpi
Secure and accurate seating resulting in accurate repeatability Special Alloy Steels that maintains its hardness and toughness
and concentricity. under high temperatures.
_ﬂﬁ_ﬁgi‘_l%ﬁ ."I i-Dream Drill General > %ﬁ&m%@ﬂiiﬁﬁqby\%%#& E{]ﬁ%'ri%myﬁtﬂ
1%l ’ Innovative surface treatment that improves wear resistance and
» & BT A5 4 44/ For most steels materials reduces corosion.
AEHAE (L4 / -Dream Drill INOX : > e Bl R LHEHEE S LRI BRERE: ML
> & AT b IR0 F1 B A High Performance flute design allowing maximum chip evacuation
For tough,ductile materials and stainless steels and minimum interference.

> B HEE e #8414 71/ Light,sharp cutting edge
» A5 %47 Hl{E A / Soft cutting action
» o L2t/ #1G] F3 / Minimize cutting forces

» il FAJE i / Reduce built-up edge

G)] B &% /cutting conditions:p. 40~41) '

Series Insert EDP No. m

Shank [Flange | Flute |Overall .
Holder Length| Dia. |Length|Length| Clamping
EDP No. L Screw No.
2

S General INOX
(mm) (TiAIN) (TiCN) dec. frac. mm L1 L3Ref.
YE1A2000 YE2C2000 0.7874 20,00 (NS0 ZH20003025 77 Ee
5D ZH20005025 25 56 32 118 193
YE1A2024 YE2C2024 0.7969 51/64 20.24| 7p 7H20007025 159 | 234
YE1A2050 YE2C2050 0.8071 20.50| 3D ZH20503025 79 154
E YE1A2064 YE2C2084 0.8125 13/16 20.64| 5D ZH20505025 25 56 32 121 196
YE1A2070 YE2C2070 0.8150 20.70| 7D ZH20507025 163 238
20.00
22 YE1A2100 YE2C2100 0.8258 21.00| 3D ZH21003025 81 156 " C0=1TE0
¢21.99 YE1A2103 YE2C2103 0.8281 53/64 21.03| 5D ZH21005025 25 56 32 124 199
YE1A2143 YE2C2143 0.8438 27,32 21.43| 7D ZH21007025 167 242
YE1A2150 YE2C2150 0.8465 21.50| 3D ZH21503025 83 157
YE1A2170 YE2C2170 0.8543 21.70| 5D ZH21505025 25 56 32 126 200
YE1A2183 YE2C2183 0.8534 55/64 21.83| 7D 2ZH21507025 170 244
YF1A2200 YF2C2200 0.8661 28 OO (NSENEHECORR0ES 2 e
5D ZH22005025 25 56 32 129 203
YF1A2223 YF2C2223 0.8750 7/8 22.23| 7p zH22007025 174 248
YF1A2250 YF2C2250 0.8858 22.50| 3D ZH22503025 86 159
F YF1A2262 YF2C2262 0.8906 57,64 22.62| 5D ZH22505025 25 56 32 132 205
oo YF1A2270 YF2C2270 0.8937 22.70| 7D ZH22507025 178 851 nonatan
o YF1A2300 YF2C2300 0.9055 23.00| 3D 2zH23003025 88 161
#23.99 YF1A2302 YF2C2302 0.9062 29/32 23.02| 5D ZH23005025 25 56 32 135 208
YF1A2342 YF2C2342 0.9219 59/64 23.42| 7D ZH23007025 182 255
YF1A2350 YF2C2350 0.9252 23.50| 3D 2ZH23503025 90 163
YF1A2370 YF2C2370 0.9331 23.70| 5D ZH23505025 25 56 32 137 210
YF1A2381 YF2C2381 0.9375 15/16 23.81| 7D ZH23507025 185 258

R TINTICNTIAIN & Hards lickBI1RIETR PESGH{TIIL. / Coating : TiN, TiICN, TiAIN & Hardslick are available on your request.

O : ff(Excellent) O : R.(Good)

=& .
S ww se  mSRM shAE TRS TEE &% B Wed
Non-
alloyed ) Stainl c
S't:erg(las Carbon Steels Alloy Steels H|ggt§glc'>syed Structural Steels Tool Steels tstlge?ss Cast Iron Aluminum Ao"%;;gr
Machlmng
Steels
~HRc24  ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRc37~ ~HRc24 HRc24~ ~HRc13 HRe13~ ~HRc28 ~HRe19 HRe19~ ~HRc8  piqg
(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HB350~) (~HB250) (HB250~) (~HB200) (HB200~) (~HB275) (~HB220) (HB220~) (~HB180)

Y+1A| O @) O O O O O O @) @) O O @)

Y#20 O O O O O @) O O

/& YG-1CO, LTD. phone:+82-32-526-0909, fax:+82-32-526-4373, www.yg1.kr, E-mail:yg1@yglkr « 37



CARBIDE

i-DREAM

DRILLS

YG1A /| YG2C
YH1A /| YH2C

-Dream Drrills

-z N & T
i-DREAM DRILL INSERTS & HOLDERS

CIBOETIA s I the
Features of i-Dresm Drill Inserts Features of i-Dresm Drill Holders

> o G R L 2 E B AR AR W, ) > B S R R ERIRT AR HIE R i
Secure and accurate seating resulting in accurate repeatability Special Alloy Steels that maintains its hardness and toughness
and concentricity. under high temperatures.

_ﬂﬁl_ﬁgi‘_l%ﬁ ."I i-Dream Drill General > %ﬁ&m%@ﬂiiﬁﬁqby\%%#& E{]ﬁ%'ri%myﬁtﬂ

b 35 FT K2 H 441/ For most steels materials Irgzﬂ\éztslv(:eof:]()r;?gs treatment that improves wear resistance and

AERALY - 24 / i-Dream Drill INOX : > SR B AR LHE HEE S (LRI RRRRE: ML

> & BT b \BE) 4 B AR R High Performance flute design allowing maximum chip evacuation
For tough,ductile materials and stainless steels and minimum interference.

> B mse R 14| 7/ Light,sharp cutting edge

» F AN EifE A/ Soft cutting action
» o |2/l 45 43/ Minimize cutting forces
» i/l FORE iz / Reduce built-up edge

G)] Bl &% /cutting conditions:p. 40~41) '

Series insert EDP No. m
Range

Shank [Flange | Flute |Overall .
Holder Length| Dia. |Length|Length| Clamping
EDP No. L Screw No.
2

General INOX
(mm) (TiAIN) (TiCN) dec. frac. mm L1  L3Ref.
YG1A2400 YG2C2400 0.9449 2400, 3D ZH24003032 81 172
5D ZH24005032 32 60 37 140 221
YG1A2421 YG2C2421 0.9531 61/64 24.21| 7p 7H24007032 189 | 270
YG1A2450 YG2C2450 0.9646 24.50| 3D ZzH24503032 g3 173
YG1A2461 YG2C2461 0.9688 31,/32 24.61, 5D ZH24505032 32 60 37 143 223
G yG1a2470 vG2c2470 0.9724 24.70| 7D ZzH24507032 193 | 273
@2{40.00 YG1A2500 YG2C2500 0.9843 63/64 25.00| 3D ZH25003032 85 175 TX2425T20
o599 50 ZH25005032 32 60 37 146 226
99 YG1A2540 YG2C2540 1.0000 1 2540 5p 71495007032 o5 | e
YG1A2550 YG2C2550 1.0039 25.50| o oeeoaoan a7 | 177
YG1A2567 YG2C2567 1.0106 2567| - Zoesososs| 32 | 60 | 37 | 14a | 208
YG1A2570 YG2C2570 1.0118 25.70| 2 2 e eeoa0an o0 | 580
YG1A2580 YG2C2580 1.0156 1*1,/64 25.80
YH1A2600 YH2C2600 1.0236 o68.00| 3D ZH26003032 88 177
5D ZH26005032 32 60 37 150 229
YH1A2619 YH2C2619 1.0312 1%1/32 26.19| 7p 7126007032 o02 | 281
YH1A2650 YH2C2650 1.0433 26.50| 3D ZzH26503032 99 178
H YH1A2659 YH2C2659 1.0469 1*3/64 26.59| 5D ZH26505032 32 60 37 152 231
YH1A2699 YH2C2699 1.0625 1*1,/16 26.99] 7D ZH26507032 o05 284
226.00
0 3D ZH27003032 101 180 (8B27TES
$27.99 YH1A2700 YH2C2700 1.0630 27.00| 5D zH27005032 32 60 37 155 234
7D ZH27007032 209 288
YH1A2750 YH2C2750 1.0827 07.50, 3D 2ZH27503032 103 181
50 ZH27505032 32 60 37 159 237
YH1A2778 YH2C2778 1.0938 1*3/32 27.78| 7p 7H27507032 014 | 290

B2 TINTICNTIAIN & Hards lickB[1RIBE PEIGR{TIIL. / Coating : TiN, TiICN, TiAIN & Hardslick are available on your request.
O : {lu(Excellent) ~ O : B(Good)
S B s4W  meRN sk IEM  FEE  B% B @sk
Non-
alloyed ) )
S't:?g!as Carbon Steels Alloy Steels H|grs1£llallgyed Structural Steels Tool Steels Stsat'ggsss Cast Iron Aluminum %%F;g
Mach|n|ng
Steels
~HRc24  ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRe37~ ~HRc24 HRc24~ ~HRc13 HRc13~ ~HRe28 ~HRc19 HRc19~ ~HRc8 4 pqq0
(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HB350~) (~HB250) (HB250~) (~HB200) (HB200~) (~HB275) (~HB220) (HB220~) (~HB180)
Y+1A O @) @) @) (@) (@) (@) (@) (@) (@) @) O O
Y«2¢, O O O O O @) O O
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CARBIDE

YIMA/YI2C
YJ1A /YJ2C

-Dream Drrills

—FZh 1 & I

i-DREAM DRILL INSERTS & HOLDERS -DREAM
DRILLS
ST e BT e
Features of i-Dresm Drill Inserts Features of i-Dresm Drill Holders
> o EE T T S E 0 B AR s B P ST A%l R R T (e Rl HIE ERpi
Secure and accurate seating resulting in accurate repeatability Special Alloy Steels that maintains its hardness and toughness
and concentricity. under high temperatures.
_ﬂﬁl_ﬁgi‘_l%ﬁ ."I i-Dream Drill General > %ﬁ&m%@ﬂiiﬁﬁqby\%%#& E{]ﬁ%'ri%myﬁtﬂ
b & BT K204 #1/ For most steels materials :’gga\ézt;vceof::)r;?gﬁ treatment that improves wear resistance and
AEHAE (L4 / -Dream Drill INOX : > e Bl R LHEHEE S LRI BRERE: ML
> & AT b IR0 F1 B A High Performance flute design allowing maximum chip evacuation
For tough,ductile materials and stainless steels and minimum interference.

> B HEE e #8414 71/ Light,sharp cutting edge
» A5 %47 Hl{E A / Soft cutting action
» o L2t/ #1G] F3 / Minimize cutting forces

» il FAJE i / Reduce built-up edge

G)] B &% /cutting conditions:p. 40~41) '

Series Insert EDP No. m

Shank [Flange | Flute |Overall .
Holder Length| Dia. |Length|Length| Clamping
EDP No. L Screw No.
2

Range " ycrees) INOX
(mm) (TiAIN) (TiCN) dec. frac. mm L1 L3Ref.
YIMA2800 YI2C2800 1.1024 2800/ 3D ZH28003032 105 183
5D ZzH28005032 32 60 37 161 239
YI1A2818 YI2C2818 1.1094 1*7,/64 28.18 7D ZH28007032 217 295
YMA2850 YI2C2850 1.1220 og.50, 3D ZH28503032 106 184
I 5D zH28505032 32 60 37 163 241
YMA2858 YI2C2858 1.1250 1*1/8 28.58
G 7D ZH28507032 220 298 _ oooros
t0  YIA2900 YI2C2900 1.1417 2900 3D ZH28003032 108 186
229.99 5D ZzH29005032 32 60 37 168 245
YIMA2937 YI2€2937 1.1562 1*5/32 29.37| 7p 7H29007032 008 303
YIMA2950  YI2C2950 1.1614 29,50, 3D ZH28503032 10 187
5D ZzH29505032 32 60 37 170 247
Y1A2977 YI2C2977 1.17191*11/64 29.77| 7p ZH29507032 209 308
YJ1A3000 YJ2C3000 1.1811 30.00| 3D ZH30003032 112 189
5D ZzH30005032 32 60 37 172 249
YJ1A3016 YJ2C3016 1.1875 1*3/16 30.16 7D ZH30007032 232 309
YJ1A3050 YJ2C3050 1.2008 30.50| 3D ZzH30503032 114 190
J YJ1A3056 YJ2C3056 1.2031 1*11/64 30.56| 5D ZH30505032 32 60 37 176 252
YJ1A3096 YJ2C3096 1.2188 1*7,32 30.96/ 7D ZH30507032 238 314
230.00
% 3D ZH31003032 115 1gq 3081725
231.99 YJ1A3100 YJ2C3100 1.2205 31.00| 5D ZzH31005032 32 60 37 177 253
7D ZH31007032 239 315
YJ1A3150 YJ2C3150 1.2402 3150, 3D ZH31503032 118 194
5D ZH31505032 32 60 37 182 258
YJ1A3175 YJ2C3175 1.2500 1*1/4 31.75| 7p 7H31507032 046 300

R TINTICNTIAIN & Hards lickBI1RIETR PESGH{TIIL. / Coating : TiN, TiICN, TiAIN & Hardslick are available on your request.

O : ff(Excellent) O : R.(Good)

=& .
S ww se  mSRM shAE TRS TEE &% B Wed
Non-
alloyed , )
S't:erg(las Carbon Steels Alloy Steels H'ggtégﬁsyed Structural Steels Tool Steels Sggé?:s Cast Iron Aluminum (ﬂ%‘;’gr
Machlmng
Steels
~HRc24  ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRc37~ ~HRc24 HRc24~ ~HRc13 HRe13~ ~HRc28 ~HRe19 HRe19~ ~HRc8  piqg
(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HB350~) (~HB250) (HB250~) (~HB200) (HB200~) (~HB275) (~HB220) (HB220~) (~HB180)
Y+1A| O @) O O O O O O @) @) O O @)
Y#20 O O O O O @) O O
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CARBIDE

i
e [ e
Nmm]  HB o HRe it G e rie  gme o3
Elmt;a“tnveld steels, | g5MIn28, 9SMnPh28, ~500 |100~150 95~120 | 0.16~0.28 | 0.21~0.35 | 0.27~040 | 0.34-0.52 | 0.37~0.55
F:ese-r?laiming steels | 105Pb20 etc 500-850 |150~250| ~24| 80~105 | 0.14~0.24 | 021035 | 0.27~040 | 0.34-052 | 0.37~0.55
~450 | 85+125 90~115 | 0.14~025 | 0.20~0.33 | 025~0.39 | 0.31~047 | 0.34~0.50
Low-alloyed steels,
Cast steels(<5% ) €15, C22, 20Mn5, 450~755 |125~225| ~19| 7090 | 0.12-0.20 | 0.17~0.28 | 0.22~0.32 | 0.30-046 | 0.33-049
Carbon steels Ckd45, C45 etc 755~900 |225~265/19~27| 60~80 | 0.12~020 | 0.17-0.28 | 0.22~0.32 | 0.30~046 | 0.33~049
900~1200| 265~350| 27~37| 85~70 | 0.10~0.16 | 0.15~0.25 | 0.21~0.30 | 0.25-0.38 | 0.28~0.43
~B00 |125~175| ~7 | 80~100 | 0.14-0.24 | 0.17~028 | 0.22-0.32 | 030046 | 0.34~0.50
?:3{'1\42: AR 600~800 | 175~235 7~22| 70~80 | 0.12~020 | 0.17~0.28 | 0.22~0.32 | 0.30~046 | 0.34~0.50
Alloyed steels 05 35érMo A 800~950 | 235~280/22~29| 60~80 | 0.12~020 | 0.15~0.25 | 0.22~0.32 | 0.30~046 | 0.34~0.50
'|6MI;CP5 - ' 950~1110|280~330|29~35| 55~70 | 0.10~0.16 | 0.13~0.21 | 0.21~0.30 | 0.25~0.38 | 0.29-~0.43
1110~1230| 330~360| 35~39| 45-60 | 0.08-0.12 | 0.13-0.21 | 0.21~0.30 | 0.25~0.38 | 0.29~043
36CrNiMod 600~1020, 225~300/ 19~32| 45~60 | 0.12~020 | 0.150.25 | 0.21~0.30 | 020~0.31 | 0.24~0.35
High-alloyed steels 41 CrA|M07‘etc 1020~1200| 300~355| 32~38| 40~85 | 0.10~0.16 | 0.11~0.18 | 021~0.30 | 0.20~0.31 | 0.24~0.35
1200~1330| 355~390| 38~42| 40~50 | 008-0.12 | 009-0.14 | 0.18~0.26 | 0.19~0.29 | 0.23~0.34
5133, Si372, 5142, 350~500 |100~150 7595 | 0.14~024 | 021035 | 027~039 | 0.29-044 | 0.32~047
Structural steels S50 S0 etc O | 500-850 |150~250, ~24| 60~75 | 0.12~020 | 0.20-0.33 | 0.22~0.32 | 0.25~0.38 | 0.29-043
' S 850~1200| 250~355|24~38| 50~65 | 0.10~0.16 | 0.17~0.28 | 0.21~0.30 | 0.21~0.32 | 0.26~0.38
Tool steels 102Cr6, 105WCr6, | >~ | 500~705 | 150210/ ~16/ 50-65 | 0.10-0.16 | 0.13-021 | 0.18-026 | 020-031 | 0.24-0.35
C75W etc < 705~950 |210~280/16~29| 40~50 | 0.10-0.16 | 0.13-0.21 | 0.18~026 | 0.20~0.31 | 0.24~0.35
Gray cast iron Pearlitic, Ferritic (| 500~/00 |150~210| ~16| 100~125 | 0.15-026 | 020037 | 0.27~042 | 0.36-031 | 040-055
Pearlitic > | 700-850 |210-250|16~24| 75-85 | 0.11~0.20 | 0.16~029 | 0.20-0.30 | 0.25-0.35 | 0.29-0.40
Cast iron nodular Ferritic 540 165 4 | 95120 | 013022 | 0.17-0.31 | 021032 | 028~040 | 0.32~044
Pearlitic 850 250 24 75~95 0.11~0.20 | 0.14~0.26 | 0.19~029 | 0.25~0.35 | 0.28~0.40
Malleable cast iron Ferritic 450 125 100~125 | 0.13~0.22 | 0.17~031 | 021~0.32 | 0.28~040 | 0.32~0.44
Pearlitic 780 230 | 21 | 7585 | 0.11-0.18 | 0.14~0.26 | 0.19-029 | 0.25-0.35 | 0.29~0.40
Aluminum alloys | not heat treatable 65 250~330 | 0.30-040 | 0.35~045 | 040-050 | 045-0.55 | 0.50~0.60
(Wrought) hardened 150 200~250 | 0.30~040 | 0.35~045 | 040050 | 045~0.55 | 0.50~0.60
Aluminum alloys <12% Si,’ not heat treatable 75 200-50 | 0.25-0.35 | 0.30~040 | 0.35~045 | 040-0.50 | 0.45-0.55
(Cast) <12%Si, hardened 0 150~220 | 0.25~0.35 | 030040 | 0.35~045 | 040050 | 045-0.55
>12% Si, nat heat treatable 130 100~00 | 0.20~0.30 | 0.25~0.35 | 0.30~040 | 0.35~045 | 040~0.50
Free machining(Pb>1%) 110 115~145 | 0.16~0.28 | 0.23-0.36 | 0.29-0.36 | 0.37~045 | 041-0.48
Copper alloys Brass 0 145~185 | 0.17~029 | 0.24-037 | 0.30~0.38 | 0.38~046 | 042049
Electralitic copper 100 95~120 | 006~009 | 009013 | 0.11~0.13 | 0.15-0.18 | 0.19-0.22
Non ferrous D.uroplasti?s
material Fiber plastics
Hard rubber
. Austenttic and Q| 450-610 |135-185 -8 | 45-60 | 010016 | 0.12-0.18 | 014020 | 0.15-026 | 018028
Stainless steels i . O
Austenttic/ferrtic | ' g10.930 |185-275 9-28| 30-45 | 008014  008-0.15 | 010016 | 012020 | 0.14-0.22
RPM = revolution per minute (rev/min) *Formulas :
M/min = surface meter per minute(M/min) Mimin _ (RPM) -z - (DIA)
DIA. = diameter of drill (mm) 1000
mm/rev = feed rate(mm/rev) mm/min = (RPM) ¢ (mm/rev)
(M/min) + 1000
RPM ey

=Dream Drills E::zivl:l=555

RECOMMENDED CUTTING CONDITIONS

METRIC

b ETHENEE, BATERE vSH A TRES £
HEF R P A0 44 2 OF B IR20% 30 48 R 10%)
> 7T (A 5x D, TxDB T SR LS HRpE R 85% L T0%
> R T DT AREY, B T O T 1 4008 sk 804G 24— E 22430 b0 B AL

EfEFLILEAE ARSI TS, BEEDARE

» The recommendations for speeds, feeds and other parameters presented in this chart are nominal recommendations and should be considered only

(w) + (DIA)

as good starting points.
Speed and feed reductions (20% reduction in speed and 10% reduction in feed) are recommended.

» Recommend you to reduce the feed rate to 85%,70% when you use 5xD,7xD holders.

» For use of 7xD holder, we recommend to drill a centering pre-hole with equal to or larger than 140 ° point angle to min. 2/3 cutting diameter.
The use of the centering pre-hole improves hole location , roundness and surface finish.
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=Dream Drills E:Z:zivi:l=55s

RECOMMENDED CUTTING CONDITIONS

INCH

Tensile Cutting
RN il

Rc Ve ©?31/64 219132 23132 o718 @1-3/32
[SFM] ~737/64 ~745/64 ~@55/64 ~71-1/16 ~21-1/4
gDnt'as'L%‘leld steels, | 9g\n28, 9SMPH28, ~500 | 100~150 312~394 | 0.006~0.011/0.008~0.014|0.011~0.016 | 0.013~0.020| 0.015~0.022
Fffemaciisning steels | 105Pb20 etc 500-850 |150~250, ~24| 262~344 |0.006~0.009/0.008~0.014 0.011~0.016 0.013~0.020| 0.015~0.022
Loz ~430 | B85~125 295~377 | 0.006~0.010|0.008~0.013|0.010~0.015 | 0.012~0.019| 0.013~0.020
Cast steels(<5%) C15, C22, 20Mn5, 450~755 |125~225, ~19| 230~295 |0.005~0.008)0.007~0.011 0.009~0.013 | 0.012~0.018 | 0.013~0.019
Carbon steels Ck45, C45 etc 755~900 |225~265|19~27 | 197~262 |0.005~0.008|0.007~0.0110.003~0.013 | 0.012~0.018| 0.013~0.019
900~1200| 265~350| 27~37 | 180~230 | 0.004~0.006  0.006~0.010|0.008~0.012 | 0.010~0.015|0.011~0.017
45CrMod, 42CrMod, ~B00 |125~175| ~7 | 262~328 |0.006~0.0090.007~0.011|0.009~0.013 | 0.012~0.018|0.013~0.020
1BMnCS 600~800 |175~235| 7~22| 230~295 |0.005~0.008|0.007~0.0110.009~0.013  0.012~0.018 | 0.013~0.020
Alloyed steels o5 35(’3rMo 4 800~950 |235~280|22~29| 197~262 |0.005~0.008|0.006~0.010/0.009~0.013 | 0.012~0.018| 0.013~0.020
1 BMr;Cr5 . ' 950~1110| 280~330| 29~35 | 180~230 | 0.004~0.006 | 0.005~0.008 |0.008~0.012 | 0.010~0.015|0.011~0.017
1110~1230| 330~360| 35~39 | 148~197 |0,003~0.005|0.005~0.008 |0.008~0.012 | 0.010~0.015| 0.011~0.017
36CrNiMo2 600~1020| 225~300/| 19~32 | 148~197 |0.005~0.008|0.006~0.010|0.008~0.012 | 0.008~0.012 | 0.003~0.014
High-alloyed steels 41 CrAIM07’etc 1020~1200| 300~355| 32~38 | 131~180 |0.004~0.006 0.004~0.007 |0.008~0.012 | 0.008~0.012 | 0.009~0.014
1200~1330| 355~390 | 38~42 | 131~164 | 0.003~0.005  0.004~0.006 0.007~0.0100.007~0.011|0.009~0.013
533 370 SHAdD 350~500 |100~150 246~312 | 0.006~0.009 | 0.008~0.014|0.011~0.015|0.011~0.017|0.013~0.019
Structural steels St521 S50 e1;c ‘o | 500~850 |150~250| ~24| 197~246 |0.005~0.008 0.008~0.0130.009~0.013|0.010~0.015|0.011~0.017
' ﬁ 850~1200| 250~355 | 24~38 | 164~213 | 0.004~0.006 | 0.007~0.011 |0.008~0.012 | 0.008~0.013| 0.010~0.015
Tool steels 102Cr6, 105WCr8, z 500~705 |150~210| ~16/| 164~213 |0.004~0.006 | 0.005~0.008 |0.007~0.010 | 0.008~0.012 | 0.003~0.014
C75W etc i 705~950 |210~280| 16~29| 131~164 |0.004~0.008 | 0.005~0.008 |0.007~0.010 | 0.008~0.012| 0.003~0.014
Gray/cagt inon Pearlitic, Ferritic |:| 500~700 |150~210/ ~16| 328~410 | 0.006~0.010/0.008~0.015|0.011~0.017 | 0.014~0.020| 0.016~0.022
Pearlitic > | 700-850 | 210~250| 16~24 | 246~312 |0,004~0.008|0.006~0.011|0.008~0.012 |0.010-0.014| 0.011~0.016
Cast iron nodular Ferritic 540 165 4 | 312~394 |0.005~0.009|0.007~0.012 |0.008~0.013 | 0.011~0.016 | 0.013~0.017
Pearlitic 850 250 24 | 246~312 | 0.004~0.008|0.006~0.0100.007~0.011 | 0.010~0.014|0.011~0.016
Malleable cast iron Ferritic 450 125 328~410 |0.005~0.0090.007~0.012 |0.008~0.013 | 0.011~0.016| 0.013~0.017
Pearlitic 780 230 21 | 246~312 |0.004~0.007|0.006~0.010/0.007~0.011 | 0.010~0.014| 0.011~0.016
Aluminum alloys | ot heat treatable 65 820~1083/0.0118~0.01570.0138~0.0177 |0.0157~0.0197 | 0.0177~0.0217|0.0197~0.0236
(Wrought) hardened 150 656~820 |0.0118~0.0157|0.0138~0.0177|0.0157~0.0197 |0.0177~0.0217|0.0197~0.0236
Aluminum alloys <12% Si., not heat treatable 75 656~820 |0.0098~0.0138/0.0118~0.0157 0.0138~0.0177 |0.0157~0.0197|0.0177-0.0217
(Cast) <12% Si, hardened 90 492~722 |0,0098~0.0138/0.0118~0.0157 |0.0138~0.0177 0.0157~0.0197, 0.0177~0.0217
>12% Si, not heat treatable 130 328~656 |0.0079~0.0118/0.0098~0.01380.0118~0.0157 |0.0138~0.0177|0.0157~0.0197
Free machining(Pb>1%) 110 377~476 |0.006~0.011/0.009~0.014 |0.011~0.014 | 0.015~0.018 | 0.016~0.019
Copper alloys Brass 90 476~607 |0.007~0.011/|0.009~0.015/0.012~0.015 | 0.015~0.018 0.017~0.019
Electrolitic copper 100 312~394 | 0.002~0.004 | 0.004~0.005 |0.004~0.005 | 0.006~0.007 | 0.007~0.009
Duraplastics
Non ferrous . .
material Fiber plastics
Hard rubber
Stainlss stecls Austenitic and % 450~610 |135~185, ~9 | 145~197 |0.004~0.006 0.005~0.007 |0.006~0.008 | 0.006~0.011|0.007~0.011
Austentic,/ferritic > | 610~930 |185~275 928 89~145 |0.003~0.005 0.004~0.006 |0.004~0.006 |0.005~0.008) 0.006~0.009
RPM = revolution per minute (rev/min) *Formulas :
SFM = surface feet per minute (ft/min) SFM _ (RPM) -z - (DIA.)
DIA. = diameter of drill (inch) 12
IPR = feed rate (inch/rev) IPM = (RPM) « (IPR)
IPM = inch per minute penetration rate RPM (SFM) « 12
b EREOEE, HAEHLT $H R THoASH ® - BIA)

e P (R B A0 H4E B (X B R K209 F0 348 BRI 10%)
> FE IR {ER 510, 7D B TN EHE 4 ERERRI85% 70%
> TEfER 7D IAE, EUWAFT AT 140 F M 0040 540 — M ER /30 LR EE PG AL
F e SILEHE AR ST NE S, BEAEDRRE
» The recommendations for speeds, feeds and other parameters presented in this chart are nominal recommendations and should be considered only
as good starting points.
Speed and feed reductions (20% reduction in speed and 10% reduction in feed) are recommended.
» Recommend you to reduce the feed rate to 85%,70% when you use 5xD,7xD holders.
» For use of 7xD holder, we recommend to drill a centering pre-hole with equal to or larger than 140 ° point angle to min. 2/3 cutting diameter.
The use of the centering pre-hole improves hole location , roundness and surface finish.
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i3 M EAC
-DREAM ASSEMBLY OF i-DREAM DRILLS

DRILLS

HBESIH EZRaES
Make sure to clean the insert and
insert seat.

BT e BRI P A T T EokgER 8P

Slide the drill insert into the slot of the holder and press down the insert to touch the bottom of the slot.

TREJIH B E SER s fE AT E i Eif e P — bR s
After confirming the insert is pressed down to the bottom of the slot,
tighten the screw using anti-seize compound.

WRENCH TYPE PRODUCT No. T-HANDLE No. SERIES (SIZE)
WING TYPE A (212.00~213.99)
TWWTO08 — B (214.00~715.99)

C (216.00~@17.99)

TORX BIT TYPE TWBT15 TWH600 D (218.00~319.99)
/ TWBT20 ‘ E, F, G (20.00~325.99)
&
TWBT25 H, 1, J (©26.00~231.99)
FAERZ THRF

Use the wing type or T-type wrench.

> ARIEET. TR S EARRE T
Need to use appropriate wrenches and screws as indicated.
b ELAFT SR EEEEN

It's important to tighten up the screw properly.
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ZERFLEE LT B R

Intersecting cross hole is bigger than the drill insert’s
Margin Length.

R BT 7 E T O QR TR LalE
FERRAIE F 447l Ok 30-50%073H4

Material with slanting entrance and exit over 7
degree. (If drilling 7 degree or under slanting surface,
reduce the feed about 30-50 %)

TG —HEESTATE, AR BB b B
For drilling stacked plates, minimize the space
between the plates.

SRR EIR T S H iR E A A
The space stacked plates can cause insert
breakage or poor chip control.

RS HAF R H T 28 E
The material needs to be fixtured securely
before drilling.

AE-PEFEH
CAUTION-NOT RECOMMENDABLE APPLICATION
0 1

. J

( )

. J

( )

. J

( )

. A J
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CARBIDE

-Dream Drrills

AT AATLP, HES (R AYh R

B%TLE@M RECOMMENDED COOLANT PRESSURE AND FLOW RATE ON VERTICAL DRILLING
PA AQ
[bar] [liter/min] . . .
140 } 7x0 42.0 - ?EE@EHB-S%E’]E%?H{&
Recommended emulsion mix is 6% - 8%.
13.0 D1 320 o .
540 - LI T A TSR e, e 1 0%8]
120 wo | 270 BETLILE
For Drilling in Stainless and High Strength steels,
1.0 | =0 220 a mix of 10% is recommended.
100 e B - I AL, SRR 0% 2 T A
9.0 \ 12.0 For horizontal drilling, 30% reduction on
the coolant pressure and flow rate is possible.
8.0 7.0 .
- FotSFLALART 1 2xiH), BT IERE
1 6 20 o4 s a0 Dry drilling is possible for 1-2xD drilling.
@ [mm] But not recommended.

[ClEREE

TROUBLE SHOOTING
1) EFERAREER HIHIT1ER 7]
FEAFETH iR e
Ehn#sE S ML ) SR
Heavy flank wear = G e

| Fast flank wear
- Reduce cutting speed
- Increase feed

ThhFRE

FENIENA LR
TEREETIH

Build up on cutting edge
- Increase cutting speed

- Use a coated insert

T ELJ R

IS T

FE{IEEIE R

1ENDRE

Wear of land margin

- Rigid clamping of workpiece
- Reduce cutting speed

- Increase coolant flow

TR

FERE TR
e E

TS

Scratching on holder

- Rigid clamping of workpiece
- Reduce feed

- Increase coolant flow

Chipping on cutting edge

- Reduce feed

- Check the rigidity of spindle and chuck
- Rigid clamping of workpiece
TEE R b BRI R
RS R

B TR E
Chipping or break down on
outer corner

- Reduce feed

- Rigid clamping of workpiece

FUTEEAR

IESE TSN

FEH MR BT PR
Unsatisfactory positioning

of the hole

- Rigid clamping of workpiece

- Reduce feed during entrance or exit

SRS EGERT
BRI
BhnEREEED
Unsatisfactory surface finish

- Rigid clamping of workpiece

- Increase coolant flow and pressure
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