CUTTING TOOLS




DRILLING TOOLS

1. ENGLISH 2.GERMAN 3.FRENCH 4. ITALIAN 5. SPANISH 6. RUSSIAN 7. POLISH 8. TURKISH

PRODUCTS

. I-ONE DRILLS
. i-One DRILLS, VHM auswechselbare Bohrschneiden
. I-ONE DRILLS PLAQUETTE CARBURE DE PERCAGE
. PUNTE A CUSPIDE IN MD, i-ONE
i-one Drills_con inserto de carburo
. Ceepsio i-ONE, TBEPLOCTI/TABHAA MNIACTVHA
. Wiertta i-ONE na wymienne ptlytki weglikowe
. i-ONE DRILLS, Karbir Uclu Matkap

. i-DREAM DRILLS, CARBIDE INSERT

. I-DREAM DRILLS, HM-EINSATZE

. i-DREAM DRILLS - PLAQUETTES CARBURE

. I-DREAM DRILL, INSERTI IN METALLO DURO

. Brocas i-dream, placa de metal duro

. Ceepnia i-DREAM c TBepA0CnAaBHbIMN CMEHHbIMY MacTUHaMu
. WIERTLA |-DREAM DRILL, PLYTKI WEGLIKOWE

. i-DREAM DRILL, DEGi EBILIR KARBUR UCLU MATKAPLAR

1. SOLID CARBIDE DREAM DRILLS - GENERAL (with & without coolant Holes)

. VHM-DREAM DRILLS-UNIVERSAL (mit und ohne Kiihlkanale)
. DREAM DRILLS - FORETS CARBURE Général (avec et sans arrosage central)
. PUNTE IN MDI DREAM DRILLS- IN GENERALE (con e senza fori per refrigerante)

. Brocas Dream de metal duro- General (con y sin agujeros de refngeracmn)

. Teeppocnnastble caepia DREAM - GENERAL obiero npumeerits (c v 6es orsepctitil gna COX)
. WIERTEAWEGLIKWE DREAM-DRILL - DO OGOLNEGO ZASTOSOWANIA (Z CHt ODZENIEM LUB BEZ CHEQDZENIAWEW,)
. SOLID KARBUR DREAM DRILL MATKAPLAR-GENEL KULLANIM (su delikli ve su deliksiz,

1. SOLID CARBIDE DREAM DRILLS - HIGH FEED (with coolant holes)

2
3
4.
5.
6.
7.
8.

. VHM Dream Dirills -
. DREAM DRILLS Grande Avance, FORETS CARBURE MONOBLOC (avec arrosage central)

High Feed mit innerer Kihlmittelzufuhr (1K)

PUNTE IN MD DREAM DRILLS, AD ELEVATO AVANZAMENTO (Z3) (Can fori di refrigerazione)
Dream Dirills de carburo sélido, de alto avance con barrenos de refrigeracion
TBEPIOCIINABHBIE CBEP/TA DREAM 1 BbICOKOIA MOfAUM (c oTaepcTuamit A COX
Wiertta weglikowe Dream Drill — High Feed (z chtodzeniem wewnetrznym)
HIGH FEED DREAM DRILLS, (Yiiksek llerleme Hizl, igten Sivi Beslemeli 3 Agizh Solic Karbilr Performans Matkab)

1. SOLID CARBIDE DREAM DRILLS - FLAT BOTTOM

. VHM Dream Dirills - Flachbohrer

. DREAM DRILLS - FOND PLAT, FORET CARBURE MONOBLOC
. PUNTE IN MD DREAM DRILLS, TESTA PIANA

. Dream Dirills de carburo solido - Flat Bottom

. TBEPOOCTITABHBIE CBEP/IA DREAM C M/IOCKMM TOPLIEM
. Wiertta weglikowe Dream Drill — ptaskie dno

. SOLID CARBIDE DREAM DRILLS - INOX (with coolant Holes)
. VHM - DREAM DRILLS - INOX (mit Kiihlkanalen)

. DREAM DRILLS - FORETS CARBURE Spécial INOX (avec arrosage central)
. PUNTE IN MDI DREAM DRILLS - PER INOX (con fori per refrigerante)

. Brocas de metal duro- Inox (con agujeros de refrigeracién)

. TeepgocnnasHble caepna DREAM - INOX anis HepxasetoLuyx craneit (¢ orsepctuami ans COX)
. WIERTLA WEGLIKOWE DREAM DRILL- INOX (Z CHLODZENIEM WEWNETRZNYM)
. SOLID KARBUR DREAM DRILL-INOX PASLANMAZ CELIK MATKAPLARI (su delikli

1. SOLID CARBIDE DREAM DRILLS - ALU (with coolant Holes)

. VHM - DREAM DRILLS - ALU (mit Kiihlkan&len)

. DREAM DRILLS - FORETS CARBURE Spécial ALU (avec arrosage central)
. PUNTE IN MDI DREAM DRILLS - PER ALU (con fori per refrigerante)

. Brocas de metal duro- ALU(con agujeros de refrigeracion)

. TeepgocnnasHble cepna DREAM - ALU anst antomunns ( oteepetiamu anst COX)
. WIERTEA WEGLIKOWE DREAM DRILL - ALU (Z CHLODZENIEM WEWNETRZNYM)
. SOLID KARBUR DREAM DRILL-ALU MATKAPLARI (su delikli

1. SOLID CARBIDE DREAM DRILLS - CFRP

. VHM - DREAM DRILLS - CFK

. DREAM DRILLS - FORETS CARBURE Spécial CFRP
. PUNTE IN MDI DREAM DRILLS -
. Brocas de metal duro- CFRP.

PER CFRP

. TeepgocnnasHble csepnia DREAM - CFRP ans KOMMNO3UTHbIX MaTepuasos
. WIERTLA WEGLIKOWE DREAM DRILL - CFRP
. SOLID KARBUR DREAM DRILL-CFRP MATKAPLARI

1. SOLID CARBIDE DREAM DRILLS - MQL TYPE (with coolant Holes)

. VHM - DREAM DRILLS - MQL (mit Kuihlkanalen)

. DREAM DRILLS - FORETS CARBURE - Type MQL (avec arrosage central)
. PUNTE IN MDI DREAM DRILL - TIPO MQL (con fori per refrigerante)

. Brocas Dream de metal duro- Tipo MQL(con aguijeros de refrigeracion)

. TeepgocnnasHble ceepra DREAM - MQL ans ry6okoro ceepienus (¢ oreepcTismi 4na COX)
- WIERTEA WEGLIKOWE DREAM DRILL - TYP MQL (Z CHLODZENIEM WEWNETRZNYM,)
. SOLID KARBUR DREAM DRILL-MQL TiP MATKAPLAR

1. SOLID CARBIDE DREAM DRILLS for HIGH HARDENED STEELS

. VHM - DREAM DRILLS FUR HOCHGEHARTETE STAHLE
. DREAM DRILLS - FORETS CARBURE pour ACIERS DURS
. PUNTE IN MDI DREAM DRILLS - PER ACCIAI TEMPRATI

. Brocas Dream de metal duro para aceros templados
. TBepgocnnaBHble cBepiia DREAM ans ctaneli BbICOKOW TBEpAOCTU
. WIERTLA WEGLIKOWE DREAM DRILL DO STALI UTWARDANYCH
. SOLID KARBUR DREAM DRILL-HARDENED YUKSEK SERTLIKTEKI MALZEMELER GIN MATKAPLAR

DESCRIPTION

- Micro Grain Carbide Inserts
and Premium Tool Steel
Holders

- High Performance Indexable
Drilling Tools

For General Steels
and for Stainless Steels

For General Purpose
HRc30 to HRc50

1.5 to 2 times faster feeding
speed than 2-flute drill

For holes on various angled
surfaces

For Tough Materials
- Stainless Steels, Nickel Alloys
and Titanium up to HRc35

For Drilling Aluminum
and Aluminum Alloys

For Composite Materials
including CFRP and GFRP

Minimum Quantity Lubrication
Drilling Deep Holes
(10xD ~ 30xD)

For High Hardened Steels
HRc50 to HRc70
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DRILLING TOOLS

PRODUCTS DESCRIPTION

1. GENERAL SOLID CARBIDE DRILLS, JOBBER & STUB LENGTH
. UNIVERSELLE VHM - BOHRER (in Langen nach DIN 338 und DIN 1897)
. FORETS CARBURE a usage général- SERIE COURTE
. PUNTE IN MDI IN GENERALE, CORTE ED EXTRA CORTE For General Purpose
. Brocas de metal duro, longitud extra corta, estandar DIN338 and DIN6539
. TBepAocnnaBHble CBep/a 06LLero NpUMEHEHNS, KOPOTKas W CTaHAapTHas AnMHa
. WIERTLA WEGLIKOWE DO OGOLNEGO ZASTOSOWANIA
. NORMAL ve KISA BOY KARBUR GENEL KULLANIM MATKAPLARI

. HSS-PM MULTI-1 DRILLS

. HSS-PM MULTI-1 BOHRER

- MULTI-1 DRILLS - FORETS HSS-PM For Multi Purpose
e S Particularly for Stainless Steels
. Brocas HSS sinterizado Multi-1 d Titani

. CBepna MULTI-1 13 NOpOLIKOBOA GbICTPOPEXyLLEei cTanm and Titanium

. WIERTLA MULTI-1 HSS-PM

. HSS-PM MULTI-1 MATKAPLAR

1. PREMIUM HSS HPD STRAIGHT SHANK DRILLS
. PREMIUM-HSS HPD ZYLINDERSCHAFT BOHRER
. FORETS HSS-PM Haute Performance cylindriques
. PUNTE IN HSS-PREMIUM - HPD- GAMBO CILINDRICO For General Steels
. Brocas HSS Co HPD mango cilindrico and Stainless Steels
. CBepna HPD C LMHZPUUECKIAM XBOCTOBVKOM U3 GbICTPOPEXYLLEH CTa/u npeMityM
. WIERTLA PROSTE PREMIUM HSS DO OBROBKI PRECYZYJNEJ
. PREMIUM HSS SILINDIRIK SAFTLI YUKSEK PERFORMANS MATKAPLARI

. HSS GOLD-P DRILLS

. HSS GOLD-P BOHRER

. GOLD-P, FORETS HSS .

. PUNTE HSS GOLD-P DRILLS Gold-P Coating
. Brocas Acero réapido Gold-P (HSS & HSS-E)
. CBepna GOLD-P 13 6bIcTpopexyLuei ctanm

. WIERTLA GOLD-P HSS

. HSS GOLD-P MATKAPLAR

1. HSS SUPER-GP DRILLS
. HSS BOHRER MIT ZYLINDERSCHAFT
. FORETS HSS Cylindriques
. PUNTE HSS GAMBO CILINDRICO For General Purpose
. Brocas HSS mango cilindrico (HSS & HSS-E & 8% Cobalt)
. CBepna 13 BbICTPOPEXYLLUE CTanu ¢ LUANHAPNYECKAM XBOCTOBUKOM
. WIERTLA Z CHWYTEM PROSTYM HSS
. HSS SILINDIRIK DUZ SAFTLI MATKAPLAR

1. HSS STRAIGHT SHANK DRILLS
. HSS BOHRER MIT ZYLINDERSCHAFT
. FORETS HSS Cylindriques
. PUNTE HSS GAMBO CILINDRICO For General Purpose
. Brocas HSS mango cilindrico (HSS & HSS-E & 8% Cobalt)
. CBepna 13 6bICTPOPEXYLLEi CTa/IN C LINANHAPUYECKAM XBOCTOBUKOM
. WIERTEA Z CHWYTEM PROSTYM HSS
. HSS SILINDIRIK DUZ SAFTLI MATKAPLAR

1. HSS MORSE TAPER SHANK DRILLS
. HSS BOHRER MIT MK
. FORETS HSS Queue Cbdne Morse
. PUNTE HSS CON ATTACCO CONO MORSE For General Purpose
. Brocas HSS mango conico (HSS & HSS-E & 8% Cobalt)
. CBepna u3 6bICTPOpeXxyLLeli CTan ¢ XBOCTOBMKOM TuMa KOHyc Mop3e
. WIERTLA Z CHWYTEM MORSE HSS
. HSS MORS KONIK SAFTLI MATKAPLAR

. SOLID CARBIDE/HSS (8% Cobalt) NC-SPOTTING DRILLS

. VHM/HSS-Co8 - NC-ANBOHRER

. FORETS CARBURE/HSSCo08 A POINTER NC . .

. PUNTE IN MDI/HSS (8% Cobalto) PER CENTRATURA SU NCREEIqIt=lgls] and Chamferlng
. Brocas de metal duro/HSS Co8 para puntear of Holes

. TeepgocnnasHble/6bICTpOpeXyLLgit cTany (8% KOBanLT) LIEHTPOBOYHbIE CBEA ANA CTaHKOB ¢ YT |

. NAWIERTAKI WEGLIKOWE/HSSCo8

. SOLID KARBUR/HSS (%8 Cobalt) NC PUNTA MATKABI

1. SOLID CARBIDE/HSS CENTER DRILLS
. VHM/HSS - ZENTRIERBOHRER
. FORETS CARBURE/HSS a centrer
. PUNTE Mdi/HSS PER CENTRATURA SU TORNI
. Brocas CARBURO/HSS de centrar For General Purpose
. TBepaocniaBHble/6bICTPOPEXYLLEN CTaN LEHTPOBOYHbIE CBEP/A
. WIERTEA WEGLIKOWE/HSS CE NTRUJACE
. SOLID KARBUR/HSS PUNTA MATKABI

. CARBIDE & HSS-PM SPADE DRILLS

. HM & HSS-PM BOHRMESSER .

. LAMES CARBURE & HSS-PM For General Machines

. METALLO DURO & HSS-PM SPADE DRILLS and Drilling Large Diameters
. Insertos de metall duro y HSS para taladrado Longer Tool Life and

. CBepna co CMeHHbIMI NacTiHaMyt U3 TBEPLOTO Cr/TaBa v NOPOLUKOBOIA BbIcTpOpeXxyLLeii cTan [IEH ivi

. WIERTEA SKEADANE WEGLIKOWE | HSS-PM el sl ey

. KARBUR ve HSS-PM YAPRAK MATKAPLAR

1. ENGLISH 2.GERMAN 3.FRENCH 4. ITALIAN 5. SPANISH 6. RUSSIAN 7. POLISH 8. TURKISH
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o THREADING TOOLS

1. ENGLISH 2.GERMAN 3.FRENCH 4. ITALIAN 5. SPANISH 6. RUSSIAN 7. POLISH 8. TURKISH

PRODUCTS

1. SOLID CARBIDE THREAD MILLS (with & without coolant Holes)
. VHM - GEWINDEFRASER (mit und ohne Kiihlkandle )

. FRAISE AFILETER CARBURE (avec et sans arrosage central)

. FRESE IN METALLO DURO PER FILETTATURA (con e senza fori per refrigerante)
. Fresas de interpolacion de metal duro (con y sin agujeros de refrigeracion)

. TBeppocnnaBHble pe3bbodipesbl (C 1 6e3 oTBepcTuin Anst COXK)
. WEGLIKOWE FREZY GWINTUJACE (Z | BEZ CHLODZENIA WEWNETRZNEGO)

. SOLID KARBUR VIDA ACMA FREZELERI (Su delikli ve su deliksiz)

. SOLID CARBIDE TAPS
. VHM - GEWINDEBOHRER

. TARAUDS CARBURE
MASCHI IN METALLO DURO

. Machos de metal duro integral

. TBEpAoCnNaBHbIE METYUKN

. GWINTOWNIKI WEGLIKOWE

. SOLID KARBUR KILAVUZLAR

1. HSS PRIME TAPS
. HSS Prime Taps
. PRIME TAPS, TARAUDS HSS
. MASCHI PRIME TAPS
. Prime Taps de HSS
. METUVKMN PRIME /3 BbICTPOPEXYLLEN CTA/N
. Gwintowniki HSS PRIME TAPS
. HSS PRIME Kilavuzlar

1. HSS COMBO TAPS (Spiral Point, Spiral Flute Tap)
. HSS COMBO GEWINDEBOHRER (gerade- und drallgenutet)
. COMBO TAPS - TARAUDS HSS (Entree GUN, HELICOIDAUX)
. MASCHI HSS COMBO (Imbocco corretto, Scanalature elicoidali)
. Machos Combo HSS (tipo helicoidal con entrada corregida)
. Meruwkn COMBO 13 GbICTpOpeXyLLeit Cranv (BUHTOBaA NOATOYKa 3aXOBHOI YaCTH, BUHTOBAS KaHaska)
. GWINTOWNIKI COMBO HSS
. HSS COMBO KILAVUZLAR (Diiz kanal egik agiz bilemeli ve helis kanalli)

1. HSS SPIRAL FLUTE TAPS

2. HSS GEWINDEBOHRER MIT DRALL

3. TARAUDS HSS HELICOIDAUX

4, MASCHI HSS CON SCANALATURE ELICOIDALI

5. Machos HSS helicoidales

6. MeTunkn 13 6bICTPOPEXYLLE CTaIM C BUHTOBOI KaHABKOA
7. GWINTOWNIKI SKRETNE HSS

8. HSS HELIS KANALLI KILAVUZLAR

1. HSS SPIRAL POINT TAPS

2. HSS GEWINDEBOHRER MIT SCHALANSCHNITT

3. TARAUDS HSS Gun

4. MASCHI HSS CON IMBOCCO CORRETTO

5. Machos HSS con entrada corregida

6. MeTumkm 13 6bICTPOPEXYLLIEN CTaIN C BUHTOBOW MOATOYKON 3aX0AHON YacTu
7. GWINTOWNIKI ZE SKOSNA POWIERZCHNIA NATARCIA

8. HSS DUZ KANALLI EGIK AGIZ BILEMELI KILAVUZLAR

1. HSS STRAIGHT FLUTE TAPS
. HSS GEWINDEBOHRER GERADE GENUTET
. TARAUDS HSS DROIT
. MASCHI HSS CON SCANALATURE DIRITTE
. Machos HSS rectos
. MeTuunku 13 GbLICTPOPEXYLLEN CTany C MPSIMOI KaHaBKOW
. GWINTOWNIKI PROSTE HSS
. HSS DUZ KANALLI KILAVUZLAR

. HSS COLD FORMING TAPS

. HSS INNENGEWINDEFORMER

. TARAUDS HSS A REFOULER

. MASCHI HSS A RULLARE

. Machos HSS de laminacion

. PackatHukm 13 6biCTpopexylLuein ctaim
. WYGNIATAKI Z HSS

. HSS OVALAMA KILAVUZLARI

1. HSS NUT TAPS
. HSS MUTTERGEWINDEBOHRER
. TARAUDS HSS ENFILADE
. MASCHI HSS PER DADI
. Machos HSS para roscado de tuercas
. FaeyHble METUMKM N3 BbICTPOPEXYLLEN CTau
. GWINTOWNIKI NAKRETKOWE HSS
. HSS SOMUN KILAVUZLARI

1. HSS SCREW THREAD INSERT TAPS
. HSS GEWINDEBOHRER FUR GEWINDEDRAHTEINSATZE
. TARAUDS HSS POUR FILETS RAPPORTES
. MASCHI HSS PER HELICOIL
. Machos HSS para insertos de roscas de tornillo
. MeTumKm 13 GbICTPOPEXYLLEN CTanu A1 Pe3b60BbIX BCTABOK
. GWINTOWNIKI EG HSS
. HSS HELICOIL KILAVUZLARI

DESCRIPTION

Threading Large Diameter

in High Quality
Available with Chamfer

Tapping Cast Iron and High

Silicon Aluminium
Mass Production and

High Productivity achievable

For Multi Purpose Tapping
YG-1's Patent
(HSS-E)

For Multi Purpose Tapping
YG-1's Patent
(HSS-E)

Tapping Blind Holes
(HSS-E & HSS-PM)

Tapping Through Holes
(HSS-E & HSS-PM)

Tapping Shallow Holes
of Cast Iron, Mild Steels
and Brass

(HSS-E)

Tapping by Forming
Soft Materials
(HSS-E & HSS-PM)

Nut Tapping Machines
(HSS-E)

Tapping STI Threads
of Soft Materials
(HSS-E)
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o] THREADING TOOLS

1. ENGLISH 2.GERMAN 3.FRENCH 4. ITALIAN 5. SPANISH 6. RUSSIAN 7. POLISH 8. TURKISH

PRODUCTS DESCRIPTION PAGE

1. HSS HAND TAPS

2. HSS HANDGEWINDEBOHRER

3. TARAUDS HSS a MAIN .

4. MASCHI HSS - A MANO General Tapping 639
5. Machos HSS de mano (HSS & HSS-E)

6. PyuHble METUMKM 13 BbICTPOPEXYLLEN CTasn

7. GWINTOWNIKI RECZNE HSS

8. HSS EL KILAVUZLARI

1. HSS PIPE TAPS

2. HSS GASGEWINDEBOHRER

3. TARAYDS HSS POUR TUBE . . .

4. MASCHI HSS PER TUBI Tapping Whitworth Pipe threads 651
5. Machos HSS para roscado de tuberias (HSS & HSS-E)

6. MeTunkn 13 GbICTPOPEXyYLLEl cTany ANs TPyO6HON pe3bobl

7

8

. GWINTOWNIKI RUROWE
. HSS BORU KILAVUZLARI




MILLING TOOLS

1. ENGLISH 2.GERMAN 3.FRENCH 4. ITALIAN 5. SPANISH 6. RUSSIAN 7. POLISH 8. TURKISH

PRODUCTS DESCRIPTION PAGE
1. CBN END MILLS

: EERBE%%%ER CBN(Cubic Boron Nitride)

FRESE A CANDELA IN CBN Machining High Hardened 709
- Fresas CBN Steels up to HRc70,
. ®pe3bl CBN 13 kybuyeckoro HATpuaa 6opa Mirror Finish

. FREZY CBN
. CBN PARMAK FREZELER

. i-Xmills, CARBIDE INSERT END MILLS
. i-Xmills, HM-WP - FRASER

. i-Xmills, PLAQUETTES CARBURE

. INSERTI PER FRESE A CANDELA i-Xmills zga GH:?géile%tg(taleseB 715
. i-Xmills, insertos metal duro para fresado

. ®pesbl i-X O CMEHHLIMU TBEPAOCN/IABHLIMU NIACTUHAMMN up to HRc65

. PLYTKI WEGLIKOWE i-Xmills

. i-Xmills, KARBUR KESICi UCLAR

. I-SMART, CARBIDE INSERT END MILLS

. i-Smart, Schaftfraser mit auswechselbaren VHM Schneidkdpfen
. i-SMART, PLAQUETTE CARBURE DE FRAISAGE

. TESTINE MODULARI IN MD, i-SMART

. I-SMART, Cortador con inserto de carburo

. TBEPOOCTI/TIABHbIE MNIACTVHbI 1 ®PE3bI, i-SMART

. Frezy i-SMART na wymienne ptytki weglikowe

. i-SMART - Moddler Karbur Frezeler

1. X5070 NANO SOLID CARBIDE END MILLS
. X5070 NANO-VHM - FRASER
. X5070 - FRAISE CARBURE NG
. FRESE A CANDELA IN MDI NANO X-5070
. X5070, fresas de metal duro nanograno

For General Steels 741
and Cast Iron, Ductile Cast Iron

O~NOURWN = oo\:mmhcm\n_\ ONOUTAWN

For High Hardened Steels
HRc45to HRc70

High Speed Machining,

. TBepgocnnasHble dopesbl X5070 13 HaHO-3epHUCTOrO cri/siaBa Dry Cutting

. FREZY NANO WEGLIKOWE X5070

. X5070 NANO SOLID KARBUR PARMAK FREZELER

. 4G Mill SOLID CARBIDE END MILLS
. 4G Mill VHM - FRASER

. 4G Mill - FRAISE CARBURE H|gh Speed Cutting for
. FRESE A CANDELA IN MDI 4G Mill

. Fresas de metal duro 4G Mill Pre-Hardened Steels 811

. TBepAocnnaBHble (pesbl 4G up to HRc55
. FREZY WEGLIKOWE 4G
. 4G MILL SOLID KARBUR PARMAK FREZELER

2

3

4

5 761
6

7

8

1

2

3

4
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6
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8
1. X-POWER SOLID CARBIDE END MILLS

2. X-POWER VHM - FRASER

3. X-POWER - FRAISE CARBURE For Medium Steels to
4. FRESE A CANDELA IN MDI X-POWER i

5. Fresas de metal duro X-Power High Hardened Steels 963
6. TeepgocnnaeHble hpesbl X-POWER up to HRc65
7. FREZY WEGLIKOWE X-POWER

8. X-POWER SOLID KARBUR PARMAK FREZELER

1

2

]

4

5

6

7

8

. TitaNox-POWER SOLID CARBIDE END MILLS
. TitaNox-Power VHM Schaftfraser

. TitaNox-POWER, FRAISES CARBURE MONOBLOC

. FRESE IN MD, TITANOX - POWER

. TitaNox- Power, Cortador de carburo sélido

. TBEPOOCTI/TIABHBLIE ®PE3bI TitaNox

. Frezy weglikowe TitaNox-POWER

. TitaNox- Solid Karbiir Frezeler

1. JET-POWER SOLID CARBIDE & HSS-PM END MILLS
" JET - POWER VHM - FRASER _ o
' ERESE A CANDELA IN DI JETFOWER For Exotic materials like
. Fresas de metal duro Jet-Power Stegnl_ess.Steels, Nickel alloys 1071
. Opessl JET-POWER U3 TBeprjoro crasa 1 nopoLukosoii Gbicrpopexyiueit cranv CULCLLETlItng
. FREZY WEGLIKOWE | HSS-PM JET POWER
. JET-POWER SOLID KARBUR ve HSS-PM PARMAK FREZELER

. V7 PLUS SOLID CARBIDE END MILLS
. V7 Plus VHM CPH Schaftfraser

. V7 PLUS, FRAISES CARBURE MONOBLOC

. FRESE IN MD, V7 Plus

High Speed Machining for
Exotic Materials: Titanium, 1055
Inconel and Stainless Steels

High Performance Carbide
end Mills for Steels, Cast Iron 1097

. TBEPAOCHNABHBIE ®PE3bI V7 PLUS and Stainless Steels
. Frezy weglikowe V7 Plus

. V7 PLUS- Solid Karbur Frezeler

. V7 Mill INOX SOLID CARBIDE END MILLS
. V7 INOX VHM - FRASER

. V7 FRAISE CARBURE POUR INOX
. FRESE A CANDEL IN MDI V7 INOX

. Fresas de metal duro V7 INOX

. TeepgocnnasHble pesbl V7 INOX
. FREZY WEGLIKOWE V7 INOX

. V7 MILL INOX SOLID KARBUR PARMAK FREZELER

2
3
4
5
6
7
8
1
2
3
4
5. V7 Plus, Cortador de carburo sélido
6
7
8
1
2
3
4
5
6
7
8

The unique design
for High speed
and Heavy duty cutting
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MILLING TOOLS

1. ENGLISH 2.GERMAN 3.FRENCH 4. ITALIAN 5. SPANISH 6. RUSSIAN 7. POLISH 8. TURKISH

PRODUCTS DESCRIPTION PAGE

1. ALU-POWER SOLID CARBIDE & HSS-PM END MILLS

ALU - POWER VHM - FRASER

ALU-POWER - FRAISE CARBURE ..

FRESE A CANDELA IN MDI ALU-POWER For Aluminium Alloys 1133
Fresas de metal duro Alu-Power and Silent Cutting

. ®pesbl ALU-POWER 113 TBEPZOTO CN/laBa 1 NOPOLLKOBOIA GbICTPOPEXYLLEI CTaN

. FREZY WEGLIKOWE | HSS-PM ALU-POWER

. ALU-POWER SOLID KARBUR ve HSS-PM PARMAK FREZELER

. D-POWER GRAPHITE SOLID CARBIDE END MILLS
D - POWER Graphit VHM - FRASER
D-POWER graphite - FRAISE CARBURE
FRESE A CANDELA IN MDI D-POWER grafite i
. Fresas de metal duro D-Power grafito For Graphltes 1157
. TBeppocnnasHble dpesbl D-POWER GRAPHITE
. FREZY WEGLIKOWE D-POWER GRAPHITE
. D-POWER GRAFIT SOLID KARBUR FREZELER

D-POWER CFRP SOLID CARBIDE END MILLS

D - POWER CFK VHM - FRASER

D-POWER CFRP - FRAISE CARBURE . .

FRESE A CANDELA IN MDI D-POWER CFRP For Composite Materials 1177
. Fresas de metal duro D-Power CFRP including CFRP and GFRP

. TBeppocnnasHble dpessl D-POWER CFRP

. FREZY WEGLIKOWE D-POWER CFRP

. D-POWER CFRP SOLID KARBUR PARMAK FREZELER

1. CARBIDE ROUTERS
. Mikroverzahnter VHM Fraser
. FRAISE A DETOURER . )
. fresa in metallo duro For Composite Materials 1183

2
3
4
g. Fresa lima including CFRP and GFRP
7
8

o~NourwnvRloNoarwnRoNOGTAON

. TBEpAOCNIaBHbIE PoyTepsbl
. FREZY WEGLIKOWE ROUTER
. KARBUR KALIPCI ROUTER FREZELER

1. CRX S SOLID CARBIDE END MILLS

CRX S VHM - FRASER

CRX S - FRAISE CARBURE .

. FRESE A CANDELA IN MDI CRX S DLC Coated End Mills 1189
. Fresas de metal duro CRX S for Copper

. TBeppocnnasHble pesbl CRX S

. FREZY WEGLIKOWE CRX

. CRX S SOLID KARBUR PARMAK FREZELER

K-2 SOLID CARBIDE END MILLS

Ej% YEF'}AA]gEéiEFéURE General Purpose with Coating

- FRESE A CANDELA IN MDI K-2 Conventional or High Speed 1203
. Fresas de metal dlé;o K-2 Milling

. TBepgocnnasHble cpesbl K2 i

. FREZY WEGLIKOWE K-2 bt @ [T GG

. K-2 SOLID KARBUR PARMAK FREZELER

1. GENERAL SOLID CARBIDE END MILLS
. VHM - FRASER
. FRAISES CARBURE a Usage Général
. FRESE A CANDELA IN MDI General Purpose, Non-coated, ;565
. Fresas de metal duro Any Coatmg Available
. TBeppocniaBHble (hpesbl 06LLETO HA3HAYEHUS
. FREZY WEGLIKOWE
. GENEL KULLANIM iCIN SOLID KARBUR PARMAK FREZELER

. ONLY ONE COATED PM60 END MILLS
. Only One, beschichtete Pulvermetall PM60 Schaftfréaser )
. ONLY ONE, FRAISES PM60 REVETUES Perfect solution to protect
. FRESE IN PM60 RIVESTITE, ONLY ONE A AmyAT
. Only One, Cortador de PM60 con recubrimiento Carblde, Ch'Pp'ng prObIemS 1317
. ®PE3bl ONLY ONE PM60, MOKPbIThIE under vibrations
. Pokrywane frezy PM60 z serii ONLY ONE
. ONLY ONE Kaplamali PM60 Titresime Dayanikl Performans Frezeleri

. TANK-POWER HSS-PM END MILLS .

. TANK - POWER HSS-PM - FRASER High Toughness,

. TANK-POWER - FRAISES HSS-PM for Stainless Steels,

. FRESE A CANDELA IN HSS-PM TANK-POWER

. Fresas acero sinterizado Tank-Power Carbon steels, AI!Oy .Steels' 1339
- ®pesbl TANK-POWER W3 NopoLLKOBOii GbicTpopexyLueii cran [k la YUl Ul

. FREZY HSS-PM TANK-POWER Rough & Finish

. TANK-POWER HSS-PM PARMAK FREZELER

. GENERAL HSS END MILLS

. HSS SCHAFTFRASER

. FRAISES HSS

. FRESE A CANDELA IN HSS General Purpose, Non-coated, 1373
. Fresas HSS Any Coating Available

. ®pesbl 13 BLICTPOPEXYLLEN CTann 06LLEero NpUMeHeHus

. FREZY Z HSSu

. GENEL KULLANIM HSS PARMAK FREZELER

ONOUAWNR[|ONOUA®WN




K MILLING TOOLS

1. ENGLISH 2.GERMAN 3.FRENCH 4. ITALIAN 5. SPANISH 6. RUSSIAN 7. POLISH 8. TURKISH

PRODUCTS

1. HSS MILLING CUTTERS

2

3
e m
15
6

7

8

. HSS FRASER
. FRAISES DE FORME HSS
. CORPI FRESA IN HSS

Fresas HSS

. ®pe3bl 13 BbICTPOPEXYLLEl CTa/N CneLyUabHOTO NPYMeHEHUs
. FREZY Z HSSu
. HSS FREZE KAFALARI

DESCRIPTION PAGE

General Works. Available

Dovetail, Woodruff Keyseat,

T-slot, Side Milling Cutters and 1475
HSS (8% Cobalt) Corner

Rounding, Shell End Mills



OTHER TOOLS

1. ENGLISH 2.GERMAN 3.FRENCH 4. ITALIAN 5. SPANISH 6. RUSSIAN 7. POLISH 8. TURKISH

PRODUCTS DESCRIPTION PAGE

1. REAMERS
2. REIBAHLEN

3. ALESOIRS Carbide NC Machine Reamers

4. ALESATORI IN
5 Escariadores HSS Hand Reamers 1515

6. PasBepTky HSS-E Chucking Reamers
7. ROZWIERTAKI
8. RAYBALAR

1. HSS COUNTERSINKS

2. HSS SENKER

3. FRAISES A EBAVURER HSS i i

4. SVASATORI-SMUSSATORI IN HSS gebuirlng, Ehamfermg' 1535
5. Avellanadores conicos HSS mango cilindrico ountersinking

6. ®aCOUHMKMN U3 BbICTPOPEXYLLEN CTa/N (HSS & HSS-E & 8% Cobalt)

7. POGLEBIACZE HSS

8. HSS HAVSA VE PAH TAKIMLARI

1. HSS-E COUNTERBORES

2. HSS-E FLACHSENKER

3. FRAISES A LAMER HSS-E

4. ALLARGATORI PER SEDI TESTE DI VITI

5. Avellanadores tipo Allen HSS mango cilindrico For General Purpose 1543
6. LLeKoBKM 13 BbICTpOpEeXyLLEen cTanm

7. POGLEBIACZE HSS-E

8. HSS-E KADEMELI| TAKIMLAR

1. CARBIDE ROTARY BURRS
. HM - ROTIERFRASER
. FRAISES LIMES ROTATIVES CARBURE For General Steels and

. LIME ROTATIVE IN METALLO DURO
. Fresas rotativas de metal duro Non-ferrous Metals etc. 1547

. TBepaocnnaBHsIe Gop-thpesb (3mm & 6mm Shank Diameter)
. PILNIKI WEGLIKOWE
. KARBUR KALIPCI CAPAK ALMA TAKIMLARI

1. 330mm(LENGTH) GROUND CARBIDE BARS
. GESCHLIFFENE VHM - RUNDSTABE (330mm Gesamtlange)
. BARRAUDS 330mm (Lg Totale) .
. BARRETTE COLINDRICHE IN'METALLO DURO RETTIFICATE.330 mm (0.A L) RAI(®IEWlEI I @ [e] [l la (=) B 1565
. Barras de metal duro rectificadas de longitud 330mm +6.0mm(Length Tolerance)
. TBepgocniasHble LMIMHAPUYECKe 3aroToBku (a/imHa 330mm)
. PRETY WEGLIKOWE - 330MM DLUGOSCI
. 330mm SILINDIRIK KARBUR CUBUKLAR

1. SPECIAL CUTTING TOOLS

NP v B The Customized Tools

. UTENSILI SPECIALI for Automobile, Medical, 1567
. Herramientas especiales Power Generator, Aerospace

. CI'IeLI,I/Ia.ﬂbeIe NHCTPYMEHTbI f 1
 NARZEDZIA SPECJALNE and Wind Power Industries

. OZEL DiZAYN KESICi TAKIMLAR

. TOOL HOLDERS
. WERKZEUGHALTER

. ATTACHEMENTS According to International

- MANDRINI - PORTAUTENSILI
 Portaherramientas Standards such as DIN, MAS 1571

. Jepxarenu NHCTpyMeHTa and I1ISO
. OPRAWKI NARZEDZIOWE
. TAKIM TUTUCULAR




CASE STUDY

i—D REAM DR | |_L (Reference page : p.65 ~ p.78)

o TEST - GENERAL
TOOL

HOLDER ZH14505020

INSERT YB1A1450 / @ 14.5

WORKPIECE - Structural Steels

ASTM A36
DIN St37-2
JIS SS400
CONDITIONS
Cutting Speed | 80 m/min
Feed 0.24 mm/rev.
Feedrate 421 mm/min.
RPM 1,756 rev./min.
Drilling 48.0 mm
Coolant Internal

Machine type

Vertical Machining Center

RESULT

YG-1

Competitor A

0 100 200 400 600 Holes

YG-1 (Total Drilling 600 Holes)

@ TEST - INOX
TOOL
HOLDER | ZH14005020
INSERT YB2C1400 / @ 14.0

WORKPIECE - Stainless Steels

AlSI 304
DIN X5CrNi189
JIS SUS304
CONDITIONS
Cutting Speed | 55 m/min
Feed 0.15 mm/rev.
Feedrate 188 mm/min.
RPM 1,250 rev./min.
Drilling 50.0 mm
Coolant Internal

Machine type

Vertical Machining Center

RESULT

YG-1

Competitor A

0 50 100 Holes

YG-1 (Total Drilling 100 Holes)
.;" A




CASE STUDY DREAM DR'LLS-H'GH FEED (Reference page : p.97 ~ p.104)

9 FEATURES OF DREAM DRILLS-HIGH FEED

Dream Drills-High Feed offers 1.5 to 2 times higher feeding speed compared to
conventional 2-flute drills. The unique flute design and exceptional surface finish promises

extraordinary chip evacuation.

YG-1 (Total Drilling 330 Holes)

Cutting Condition
Tools : DGR495100
(Dream Dirills-High Feed)
Size : @10 x 10 x 61 x 103
Work Material : « JIS : S45C (HRc20)
* DIN : C45
* AISI : 1045
R.P.M : 3,200 rev./min.
Feed : 0.5mm/rev.
Drilling Depth : 50mm (5xD)
Drilling Method : Blind Hole
Coolant : Wet Cut
Machine : Machining Center

Productivity (Carbon Steel)
1.6 times UP

@10 5xD

2-Flutes 1,003mm/min.

& )
Y. T 1 600mm/min.
N




CASE STUDY DREAM DRILLS-INOX (Reference page : p.113 ~ p.124)

90
B
80 //
70 /
60 /
B
_ 50 /
s
5 /
= 40
/A
30
/ o
20 / / A
7
10 /
07G -
0 200 400

Drilling (Holes)

YG-1 (Total Drilling 400 Holes)

COMPETITOR A (Total Drilling 400 Holes)

= YG-1
e \m - Competitor A

mmBe=— Competitor B

CUTTING CONDITION

Tools : DREAM DRILLS-INOX

Size . 6 xD6x44x82

Work Material : < JIS : SUS304
« DIN : X5CrNi1810

(X4CrNi18-10)

* AISI: 304

R.P.M : 3,700 rev./min.

Feed : 0.07mm/rev.

Drilling Depth : 24mm

Coolant : Wet Cut




CASE STUDY DREAM DRILLS-ALU (Reference page : p.125 ~ p.134)

@ Surface Roughness of Work Piece

2.7

2.4

2.1

18

15

Ra( )

1.2

0.9

0.6

0.3

} YG-1 (Total Drilling 820 Holes)

0.4 mm/rev 0.6 mm/rev

Feed (mm/rev)

0.8 mm/rev

-y Yol

' COMPETITOR

Cutting Condition
- Tools : DREAM DRILLS-ALU
- Size: @10
- Work Material :« Al(6061)
« JIS:A6061
¢ DIN:AIMgSiCu
- R.P.M : 6,367 rev./min.
- Feed : 0.4 ~ 0.8 mm/rev.
- Drilling Depth : 45mm
- Coolant : Wet cut




CASE STUDY DREAM DRILLS-CERP (reference page : p.135 ~ p.138)

@ Solid Carbide Drill for Composite Material

} Drilling Test of Composite Material(CFRP)

Working condition

- Tools : DI1473060 (DREAM DRILLS - CFRP)
-Size: D 6X 6% 44x 82

- Work Material : CFRP

-R.P.M:6,366 rev./min.

- Feed : 254.64 mm/min.

- Drilling Depth : 6 mm, Through Hole

- Coolant : Dry Cut




CASE STUDY DREAM DRILLS-MOL TYPE (Reference page : p.139 ~ p.146)

o

FEATURES OF DREAM DRILLS-MQL TYPE

- Flute Shape and Point Shape allowing better chip evacuation in deep hole drilling
- Excellent Coating and Surface Treatment for better performance and chip evacuation

' TEST RESULT AGAINST COMPETITOR's DRILLS

TEST REPORT

1200

1000

800

600

Drilling Holes

400

200

YG-1

Competitor A

Competitor B

CUTTING CONDITION

- Tools : Carbide MQL Drill (20x D)

- Size : @ 6x @ 6% 138% 193

- Work Material :+ JIS:S45C(HRc25)
¢ DIN:C45
* WR:1.0503

- R.P.M : 3,528 rev./min.

- Feed : 0.19 mm/rev

- Drilling Depth : 80mm

- Coolant : Oil Mist (MQL Techniques)




(Reference page :

CASE STUDY  DREAM DRILLS for HIGH HARDENED STEELS p.147 ~ p.151)

9 FEATURES OF DREAM DRILLS FOR HIGH HARDENED STEELS

- Low Helix Angle to maximize tools' rigidity.
- Special Point Thinning to improve chip evacuation.
- Excellent Coating and Surface Treatment for improved surface and better chip evacuation.

9 TEST RESULT AGAINST COMPETITOR's DRILLS

TEST REPORT
250 T
“-YG1
—<— Competitor A / CUTTING CONDITION
200 - Tools : Dream Drills
/ for High Hardened Steels
S 150 i 4 -Size: @10x @10% 63x 111
~ L= | _— .
s / /“/ - Work Material :+ JIS : SKD11(HRc60)
= 100 /{:/ e DIN : X155CrV-Mo12-1
P « AISI: H13
- R.P.M : 380 rev./min.
50 — .
- o mtod 6 " | - Feed : 0.04 mm/rev
e graph stated to compare the mean value -
of fin%l veear land for the ?est product - Drilling Depth : 25mm (2.5D)
0 20 20 60 80 100 ° Coolent : Wet Cut
Drilling (Holes)

YG-1 (After Drilling 100 Holes)




CASE STUDY MULTI-1 DRILLS (Reference page : p.161 ~ p.168)

—A— Competitor A
o
TEST -76- YG-1
wear(um) wear(um)
400 800
A
A
300 A 600
(<] A
200 400 =<}
- 7S
v ¢
100 200
Drilling Drilling
& Holes 7é Holes
100 200 300 100 200
1st 2nd
- Work material : » JIS:SUS316 - Total Drilling(hole) : 300 Holes
» DIN:X3CrNiMo017-13-3 - R.P.M : 600 rev./min.
* WR:1.4436 - Feed : 110 mm/min.
© TEST
wear(um) wear(um)
800 800
A
600 600 A
A A
400 4G 400 7S
v 7S
200 200
Drilling Drilling
& Holes - Holes
100 200 100 200
1st 2nd
CUTTING CONDITION - Drilling Depth : 24 mm
- Work material : + JIS:SKD11 - Total Drilling(hole) : 200 Holes
¢ DIN:X155CrvMo12-1 - R.P.M : 600 rev./min.
* WR:1.4436 - Feed : 110 mm/min.

Competitor A




(Reference page :

CASE STUDY CARBIDE TAP for HARDENED STEELS pa441~p.445)

9 TEST

Tapping Holes

Tapping Holes

90

80

70

60

50

40

30

20

10

60

50

40

30

20

10

- STRAIGHT FLUTE TAPS

80 Holes

' YG-1

' COMPETITOR A

<% COMPETITORB |—

>

61 Holes

YG-1(Total Tapping 80 Holes)

I.. 1ot LR

Competitor A(Total Tapping 61 Holes)

Tool was broken after 61 holes tapping

Competitor B(Total Tapping 3 Holes)

Tool was broken after 3 holes tapping

Cutting Condition

- Tools : Straight flute tap

- Size : M6x 1.0

- Work Material :+ JIS:SKD61 (HRc50)
+ DIN:X40GrMoV51(1.2344)
« AISI: H13

- R.P.M. : 120 rev./min.

- Feed : 1.0 mm/rev.

- Tapping Depth : 9mm (1.5x D)

- Coolant : Wet Cut

- STRAIGHT FLUTE TAPS

80 Holes

' YG-1

' COMPETITOR A

<% COMPETITORB |—

YG-1(Total Tapping 80 Holes)

T.r-- Y M {s

Competitor A(Total Tapping 8 Holes)

Competitor B(Total Tapping 8 Holes)

8 Holes 8 Holes

/

Tool was broken after 8 holes tapping

Cutting Condition

- Tools : Straight flute tap

- Size : M6x 1.0

- Work Material ;¢ JIS : SKD61 (HRc50)
+ DIN : X40GrMoV51(1.2344)
« AISI: H13

- R.P.M. : 120 rev./min.

- Feed : 1.0 mm/rev.

- Tapping Depth : 9mm (1.5x D)

- Coolant : Wet Cut




CASE STUDY COMBO TAPS - MIULTI (Reference page : p.459 ~ p.498)

9 TEST - SPIRAL FLUTE

Cutting Condition

- Tools : Combo Spiral Flute Tap

- Size : M8x 1.25

- Work Material : ¢ JIS:S45C(HRc35)
* DIN:C45
* WR:1.0503

- Tapping Depth : 20mm

- Coolant : Water Soluble Oil

- Vc (Tapping Speed) : 10.0m/min

9 TEST - SPIRAL POINT

Cutting Condition

- Tools : Combo Spiral Point Tap

- Size : M2x 0.4

- Work Material ;¢ JIS:S45C(HRc35)
» DIN:C45
* WR:1.0503

- Tapping Depth : 6mm

- Coolant : Tapping Oll

- Vc (Tapping Speed) : 10.0m/min

YG-1(Total Tapping 204 Holes)

Surface Roughness of Work Piece
Oberflachengiite des Werkstticks

204 Holes

Competitor A (Total Tapping 159 Holes)

Surface Roughness of Work Piece
Oberflachengite des Werkstiicks
159 Holes

Competitor B (Total Tapping 204 Holes)

Surface Roughness of Work Piece
Oberflachengiite des Werkstiicks

204 Holes

Competitor A (Total Tapping 318 Holes)

Tool was broken after 318 holes tapping

Competitor B (Total Tapping 103 Holes)

Tool was broken after 103 holes tapping




(Reference page :

CASE STUDY COMBO TAPS - INOX pa474~pa476,p.492 ~p.494)

0 TEST - SPIRAL ELUTE

Cutting Condition

- Tools : Combo tap for Stainless Steels (TQ744246)
- Size : M4x 0.7
- Work Material :+ DIN : X5CrNi18 10
(X 4 CrNi18-10)

* WR:1.4303

« JIS: SUS304
- Tapping Depth : 10mm
- Coolant : Wet Cut
- Vc (Tapping Speed) : 8m/min.

COMPETITOR B

Tool was broken after 83 holes tapping

0 TEST - SPIRAL ELUTE

Cutting Condition . - -
- Tools : Combo tap for Stainless Steels (TQ744316) v 3
- Size : M6x 1.0 - . N\

- Work Material :+ DIN : X5CrNi18 10

(X 4 CrNi18-10) COMPETITOR A
« WR:1.4303
« JIS : SUS304
- Tapping Depth : 15mm Tool was broken after 92 holes tapping

- Coolant :Wet Cut
- Vc (Tapping Speed) : 8m/min.

COMPETITOR B

Tool was broken after 98 holes tapping




CASE STUDY SYNCHRO TAPS (Rreference page : p.502, p.556, p.599, p.615)

9 TEST - SPIRAL FLUTE

Cutting Condition

- Tools : HSS-PM Synchro Spiral Flute Tap
- Size : M10x 1.5
- Work Material ¢ JIS:S45C(HRc35)
« DIN:C45
¢« WR:1.0503
- Cutting Speed : 30 m/min.
- R.P.M. : 955 rev./min.
- Feed : 1.5 mm/rev.
- Tapping Depth : 25 mm
- Tapping Method : Blind Hole Tapping
- Coolant : Wet Cut
- Machine : Machining Center

YG-1(Total Tapping 330 Holes)-Chamfer

YG-1(Total Tapping 330 Holes)-Thread

Competitor A(Total Tapping 330 Holes)-Thread

9 TEST - SPIRAL FLUTE

Cutting Condition

- Tools : HSS-PM Synchro Spiral Flute Tap
- Size : M6x 1.0
- Work Material ¢ JIS:S45C(HRc35)
« DIN:C45
¢ WR:1.0503
- Cutting Speed : 30 m/min.
-R.P.M. : 1,592 rev./min.
- Feed : 1.0 mm/rev.
- Tapping Depth : 15 mm
- Tapping Method : Blind Hole Tapping
- Coolant : Wet Cut
- Machine : Machining Center

YG-1(Total Tapping 490 Holes)-Chamfer

b




CASE STUDY CBN END MILLS (Reference page : p.709 ~ p.714)

@ TEST - Total Milling Length : 240m

Surface Roughness of Work Piece

CUTTING CONDITION (@ 1mm)

) Ra(Average) (I Ry(Max)

45 Tools : 2Flute, CBN Ball Nose End mill

4 Size : @ 1x @ 4x 0.6x 50

35 Work Material : « JIS : SKD11(HRc60)

8 ¢ DIN : X155CrV-Mo12-1
L « WR:1.2379

Cutting Speed : 94.25 m/min.
R.P.M : 30,000 rev./min.
05 Feed : 1,500 mm/min.
0 Milling Depth : 0.01 mm
YG-1 Competitor A Competitor B COOIant . Oll MlSt
Machine : Machining Center

Surface Roughness of Work Piece

Maximum Wear ( )
YG-1(19.611 ) Competitor A (32.249 ) Competitor B

Tool was broken after
100 meter milling

9 TEST - Total Milling Length : 750m

Surface Roughness of Work Piece

CUTTING CONDITION (@ 2mm)
) Ra(Average) (D Ry (Max) Tools : 2Flute, CBN Ball Nose End mill
25 Size : @ 2x @ 4x 1.8x 50
Work Material : « JIS : SKD11(HRc60)
¢ DIN : X155CrV-Mo12-1
S8 *« WR:1.2379
Cutting Speed : 188.50 m/min.
R.P.M : 30,000 rev./min.

3

05 Feed : 2,000 mm/min.
0 Milling Depth : 0.01 mm
YG-1 Competitor A Competitor B Competitor C Coolant : O|I MISt

Surface Roughness of Work Piece

Machine : Machining Center

Maximum Wear ( )

YG-1 Competitor A '
(57.630 ) (100.314 ) ‘t . 4
Competitor B Competitor C

(71.471 ) (170.200 )




CASE STUDY i-Xmill END MILLS (Reference page : p.715 ~ p.739)

9 i-Xmill - BALL
— G YG-1
e A Competitor A

—B— Competiors  yG_1 Z-Xmill (Total Milling Length 189m)

300

250

200

150

Wear (um)

100

50

L

077G
0

Milling Length (m)

CUTTING CONDITION

Tools : i -Xmill Ball (XMB120C160) Cutting Speed : 80.42 m/min.
Size : @ 16x R8.0 R.P.M : 1,600 rev./min.
Work Material : JIS : SKD61 (HRc50), Feed : 390 mm/min.
DIN : X40GrMoV51(1.2344) Feed per tooth : 0.12 mm/tooth
AISI : H13 Milling Method : Side Cutting

Milling Depth : Axial : 0.8 mm
Radial : 1.6 mm
Coolant : Oil Mist
Overhang : YG-1, Competitor B : 48 mm
Competitor A: 56 mm
Machine : Machining Center

9 i-Xmill - CORNER RADIUS

—Y G Y G-1

/A Competitor A YG-1 7-Xmill (Total Milling Length 450m)

Competitor A (Total Milling Length 450m)

Competitor B (Total Milling Length 450m)

B Competitor B

250

200

150 /

100

Wear (um)
\

50 ;AB "G
s,
076
0 150 300 450

CUTTING CONDITION

Tools : i-Xmill Corner Radius (XMR110A16020) Cutting Speed : 280 m/min.
Size: @16 x R2.0 R.P.M : 5,570 rev./min.
Work Material : KS : KP4M (Mold steels HRc35) Feed : 2,230 mm/min.

DIN : 40CrMnNiM08-6-4(1.2738) Feed per tooth : 0.2 mm/tooth
AISI : P20+Ni Milling Method : Side Cutting

Milling Depth : Axial : 3.0mm
Radial : 0.2mm

Coolant : Oil Mist

Overhang : 70mm

Machine : Machining Center




CASE STUDY

(Reference page :

I-Xmill with Diamond Coating p.719, p.725 - p.729)

60
Improved Tool Life

CUTTING CONDITION
Tools: i-Xmill Corner Radius (XMR110D17010)

Size : @ 17 Corner Radius R1.0
Work Material : Graphite
Cutting Speed : 320 m/min.

R.P.M : 6,000 rev./min.
Feed : 2,800 mm/min.

Tool Life (hours)

Feed per tooth : 0.23 mm/tooth
Milling Depth :  Axial : 0.2 mm
Coolant : Air

(XMR110D17010) (PVD)

Coating properties
This coating generation features a good crystalline
structure. It protects tools perfectly against abrasive
wear and is unsurpassed in graphite cutting.

Feature
1. High Abrasive wear resistance.
2. Good Coefficient of friction.(against Al)
3. High Precision.

Advantages
Diamond coated i-Xmill possible to cut graphite
workpieces with substantially greater speeds and in
significantly better quality.

Applications
1. Precision-structured graphite electrodes.
2. Micro-Electromechanical Systems. (MEMS)
3. Printed Circuit Boards. (PCBSs)
4. Ceramics (greens, sintered) Dental, machinery.

T

Diamond Coating Conventional Coating

Diamond Layer

crystalline

structure




(Reference page :

CASE STUDY i-SMART MODULAR TYPE END MILLS p.741~p.760)

@ TEST REPORT

120

—— i -Smart
—— Competitor A
—A— Competitor B

100

80

60

Wear Land (

CUTTING CONDITION
Tools : 4Flute Corner Radius, @ 16, R1.0

40 Work Material : KP4M (HRc35/ AISI P20+Ni DIN
20 1.2738 Improved)

Cutting Speed : 155.82m/min.
0 R.P.M : 3,100 rev./min.
10 20 40 60 Feed : 280 mm/min.
Feed per Tooth : 0.02 mm/tooth
Milling Length (m) Milling Method : Down & Side Cutting
Milling Depth : Axial : 12 mm
Radial : 0.8 mm
Overhang/Coolant : 77 mm/Wet Cut
Machine : Machining Center LCV 650

Cutting Edges

YG-1 (Total Milling Length : 60m)




CASE STUDY X5070 END MILLS (Reference page : p.761 ~ p.810)

@ carbide 6 Flute 45° Helix End Mill for Hardened Steel

45
d YG-1

& Competitor A
0 p

35

o 7/,4'

N p-
. Y/

Wear (um)

15

10

5

"N

0

0 50

Milling Length (m)

YG-1

(Total Milling Length 100m)

Competitor A

(Total Milling Length 100m)

CUTTING CONDITION

Tools : 6Flute, X5070 45° Helix

Size : @ 16x @ 16x 40x 110

Work Material : « JIS:SKD61(HRc50)
* DIN:X40CrMoV5-1(1.2344)
* AISI:H13

Cutting Speed : 96.5 m/min.

R.P.M : 1,920 rev./min.

Feed : 912 mm/min.

Milling Method : Down & Side Cutting

Milling Depth :Axial : 24 mm

Radial : 0.96 mm

Coolant : Dry Cut

Overhang : 52 mm

Machine : Machining Center

@ carbide 4 Flute Center Match Ball End Mill for Hardened Steel

350
& YG-1

& Competitor A
300

250 /

Wear (um)
N
8

=
o
o

100 7

CUTTING CONDITION

Tools : 4Flute, X5070 Ball Nose

Size : @ 10x @ 10x 18x 100

Work Material : « JIS:SKD11(HRc60)
e DIN:X155CrVMo12-1(1.2379)
* AISI:D2

Cutting Speed : 210.486 m/min.

R.P.M : 6,700 rev./min.

Feed : 2,800 mm/min.

Milling Method : Side Cutting

Milling Depth :Axial : 0.2 mm

50 — — Radial : 0.5 mm
/ Coolant : Oil Mist
Y — 3 Overhang : 32 mm
0 210 360 540 Machine : Machining Center
Milling Length (m)
YG-1 Competitor A

(Total Milling Length 540m)

(Total Milling Length 210m)




CASE STUDY 4G MILLS END MILLS (Reference page : p.811 ~ p.961)

9 TEST -BALL
—e— YG-1
=—="—— Competitor A
100
9 //ﬁ
80 / :
70 f'/
60 /
/
~ 50
8 /
=
40 7
('4/ -, /
30 /- ye=—2"
/ vG—
20
/ 2%
10 %
077G
5 25 75 125 200 300
Milling Length (m)
9 TEST - CORNER RADIUS
—e— YG-1
== Competitor A
80
70 -
o _ /
) /
= 40 =
(]
g /
30 -
(W) '4'6/7/6
f 4
20 / vG
076
0 29 58 16 174

Milling Length (m)

YG-1 (Total Milling Length : 300m)

Point part

CUTTING CONDITION

Tool : SEMD98060E (2Flute, Carbide Ball End Mill)
SIZE : @ 6x 6x 12x 90
Work Material : KP4M (HRc35 / DIN 1.2738 Improved)
Cutting Speed : 130.061 m/min.
R.P.M : 6,900 rev./min.
FEED : 830 mm/min.
Feed per tooth : 0.060 mm/tooth
Milling Method : Profiling
Milling Depth : Axial : 0.2 mm
Radial : 1.2 mm
Coolant : Oil Mist
Overhang : 26mm

YG-1 (Total Milling Length : 174m)

Peripheral teeth

CUTTING CONDITION

Tool : SEMEOQ110005E (4Flute, Carbide Corner Radius End Mill)
SIZE : @ 10(R0.5)x 10x 25x 100
Work Material : KP4M (HRc35 / DIN 1.2738 Improved)
Cutting Speed : 51.522 m/min.
R.P.M : 1,640 rev./min.
FEED : 180 mm/min.
Feed per tooth : 0.027 mm/tooth
Milling Method : Down & Side Cutting
Milling Depth : Axial : 25 mm
Radial : 0.5 mm
Coolant : Oil Mist
Overhang : 41mm




CASE STUDY X-SPEED ROUGHER END MILLS

(Reference page :
p.902 ~ p.905)

9 TEST

—f G YG-1
e\ COmpetitor A
mmBe=— Competitor B

- DOWN & SIDE CUTTING

X-SPEED ROUGHER (Total Milling Length : 25m)

-.—1-"

# e ,:;\I;
240 A o
3.75mm
210 +— /
D /
— 180 T— -+
g // COMPETITOR A (Total Milling Length : 25m)
T 150
S /
< 120 y I,"""r: il
(] - r‘\
2 g // .
60 / — e
30 j
0 5 10 15 20 25
Milling Length (m)
CUTTING CONDITION . .
SIZE : X-SPEED ROUGHER : @ 10x 10x 15x 72 R.P.M: 5,000rev./m|_n. (157.08m/min.)
COMPETITOR A . @10x 10x 20x 72 FEED : 1,300mm/min. _ _
COMPETITOR B - @10x 10x 15% 80 Milling Method : Down & Side Cutting
Work Material : DIN : X40CrMoV51(1.2344) Coolant : Wet Cut
JIS : SKD61 (HRc30) Overhang : 32mm
AISI : H13 Machine : Machining Center
9 TEST - SLOTTING
—YGm= YG-1 X-SPEED ROUGHER (Total Milling Length : 15m)
s A Compeetitor A
=B Competitor B s N
B
160 /A —
g / / COMPETITOR A (Total Milling Length : 15m)
2 100
S / . ]
g [ “J e }_‘:\ ~
> 60 7
10mm
40 %r [+ | COMPETITOR B (Total Milling Length : 15m)
: LE-|
|
T 3 s 10 15 ‘t‘]-\..f((

Milling Length (m)

CUTTING CONDITION

SIZE : X-SPEED ROUGHER : @ 10x 10x 15x 72
1@ 10x 10x 20%x 72
1@ 10x 10x 15x 80
DIN : X40CrMoV51(1.2344)

COMPETITOR A
COMPETITOR B
Work Material :
JIS : SKD61 (HRc20)

AISI : H13

R.P.M : 4,000rev./min. (125.66m/min.)
FEED : 1,000mm/min.

Milling Method : Slotting

Coolant : Wet Cut

Overhang : 32mm

Machine : Machining Center




CASE STUDY TitaNox-POWER END MILLS i aiesy

O Test Report-1 O Y-Coated Solid Carbide 4 Flutes with Double Core End Mills

Wear Resistance ()

70

60

50

40

30

20

10

B
Y
B4
e
== YG-1
A COMpetitor A
B~ Competitor B
E (]
13.8 17.25

Cutting Length (m)

CUTTING CONDITION

Size : @12(R1) x @12 x 26 x 80

Work Material : DIN : TIAV6V4 (Titanium)
Cutting Depth : 12 mm (Axial Depth)
R.P.M : 1,591 rev./min.

Feed : 254 mm/min.

Cutting Edges

E/{ <
Total Milling
Length : 17.25 m

COMPETITOR A
Total Milling
Length : 16.11 m

COMPETITOR B
Total Milling
Length : 16.04 m

Milling Method : Slotting
Coolant : Wet Cut
Overhang : 36 mm
Machine : Machining Center

O Test Report-2 O Y-Coated Solid Carbide 5 Flutes End Mills

Wear Resistance ()

60

50

40

30

20

10

/A
TAY B

B— 76

G
JAN =
="

B

-l

A= COMpetitor A

B—— Competitor B

2 8 16

Cutting Length (m)

CUTTING CONDITION

Size: @12 x @12 x 26 x 83

Work Material : DIN : TIAV6V4 (Titanium)
Cutting Depth : .12 mm (Axial Depth)
R.P.M : 1,591 rev./min.

Feed : 398 mm/min.

Cutting Edges

76

COMPETITOR A

COMPETITOR B

Milling Method : Down & Side Cutting
Axial Depth : 18 mm

Radial Depth : 3.6 mm

Coolant : Wet Cut

Machine : Machining Center




CASE STUDY V7 PLUS END MILLS (Reference page : p.1097 ~ p.1117)

O TEST - 4 Flute vs Competitor

CUTTING CONDITION

Tools : 4 Flute, V7 PLUS
Wear(U) : V7 PLUS 83.518
Competitor 203.381
Milling Length(m) : 49
Size : 10 x P10 x 22 x 72
Work Material : - JIS : S45C(HRc30)
-DIN : C45
- AlSI : 1045
Cutting Speed : 230.09 m/min.
R.P.M : 7,324 rev/min.
Feed : 1,464 mm/min.
Feed per tooth :0.05 mm/tooth
Milling Method : Down & Side Cutting
Milling Depth : Axial : 10 mm
Radial : 3 mm
Coolant : Wet Cut
Overhang : 34 mm
Machine : Machining Center

4G~ YG-1
——®— Competitor
250
g 225
3 200
2 175 °
150
125 S
100 & o
75 —— "/'G"”I/G
50 —
25 YS
v
0 5 19.6 29.4 39.2 49
Milling Length (m)
V7 PLUS
COMPETITOR

O TEST - 6 Flute vs Competitor

CUTTING CONDITION

Tools : 6 Flute, V7 PLUS
Wear() : V7 PLUS  70.855
Competitor 76.498

Milling Length(m) : 360

Size : @12(R1) x D2 x 26 x 83

Work Material : - JIS : S45C(HRc30)
- DIN : C45
- AISI : 1045

Cutting Speed : 278.67 m/min.

R.P.M : 7,392 rev/min.

Feed : 7,495 mm/min.

Feed per tooth :0.17 mm/tooth

Milling Method : Trochoidal Cutting

Milling Depth : Axial : 24 mm
Radial : 0.6 mm

Coolant : Wet Cut

Overhang : 36 mm

Machine : Machining Center

“YG- YG-1
~——o-—  Competitor
ﬁ 140
g P
8 120
=
100
80 / 7
60 7
0
40 "IG/
20 % v |
v
0 120 240 360
Milling Length (m)
V7 PLUS

COMPETITOR




(Reference page :

CASE STUDY D-POWER CEFRP END MILLS pnu77-pus2

@ TEST - DUAL HELIX

YG-1
180 Competitor
160 Y
7
140 ] CUTTING CONDITION
120 Tools : GUF40060
B 100 A Size : @ 6(R0O.5)x @ 6x 12x 65
= e Work Material : CFRP
§ 80 — /,’/ R.P.M : 7,960 rev./min.
60 / Feed : 1,145 mm/min.
7 = : . Ayial -
-~ Cutting Depth : Axial : 6 mm
40 ,// Radial : 2.4 mm
20 - Coolant : Dry Cut
0 Overhang : 29 mm
o 8 16 24 32 40 48 56 64 72 80 Milling Method : Side Cutting
Milling Length (m) Machine : Machining Center
YG-1

(Total Milling Length 80m)

Competitor
(Total Milling Length 80m)

9 TEST -4 FLUTE, FINISH

700 — Y G-1
600 Competitor
500 | CUTTING CONDITION
. A Tools : GUF39120
§ 400 = Size: @ 12x @ 12x 36x 100
5 ] / Work Material : CFRP
g 300 = — R.P.M : 5,310 rev./min.
200 // Feed : 1,275 mm/min.
Cutting Depth : Axial : 12 mm
100 P — Radial : 1.2 mm
Coolant : Dry Cut
0 Overhang : 56 mm
0 20 40 60 80 100 120 140 Milling Method : Down & Side Cutting
Milling Length (m) Machine : Machining Center

YG-1
(Total Milling Length 140m)

Competitor
(Total Milling Length 140m)




(Reference page

CASE STUDY ONLY ONE COATED PM60 END MILLS :p.1317~p.1337)

9 4 Flute Square End Mill, S45C

CUTTING CONDITION

Tool : Only One Coated PM60/Coated Normal Carbide
Size : @10xP10x22x72/B10xB10x22x70
Work Material : - JIS : S45C
- KS : SM45C
-DIN : C45
-AISI : 1045
R.P.M : 2,750 rev/min.
Feed : 520 mm/rev.
Milling Method : Down & Side Cutting
Milling Depth : Axial : 3 mm

Cutting Edges Condition

QnLy oNE
(Coated PM60)

Coated
Normal
Carbide

Radial : 1 mm g 150
Coolant : Wet Cut g
Machine : Machining Center s
f. Lo J
= -
5 100 Normal
Carbide
-»
QnLy oNE
(Coated PM60)
50
0 T T {
8 16 24 31
Milling Length (m)
O 4 Flute Square End Mill, S45C
Cutting Edges Condition
CUTTING CONDITION 9=
Tool : Only One Coated PM60/Coated Normal Carbide
Size : F10x@P10x22x72/B10xB10x22x70 QnLy oNE
Work Material : - JIS : S45C (Coated PM60)
- KS : SM45C
-DIN : C45
-AISI : 1045 Coated
R.P.M : 2,750 rev/min. "
Feed : 520 mm/rev. _ _ Carbide
Milling Method : Down & Side Cutting
Milling Depth : Axial : 10 mm
Radial : 1 mm
Coolant : Wet Cut E 100
Machine : Machining Center \EJ
3
g aOm
=

50

o}

Coated
Normal
Carbide

-_-
QnLy oNE
(Coated PM60)

]
T T T 1

Milling Length (m)




CASE STUDY

R EAM E R (Reference page : p.1515 ~ p.1533)

9 TEST
400 —f G YG-1
A COMpPEitor
300 T 76
_ CUTTING CONDITION
é 200 7S Tools: Straight Flute Chucking Reamer, & 8.0
g Work Material : ¢ JIS:S45C(HRc25)
» DIN:C45
* WR:1.0503
100 R.P.M : 477 rev./min.
Feed : 57 mm/min.
Prepared hole : @ 7.8
0 - Reaming Depth : 16 mm
0 50 90
Reaming Holes
YG-1 Competitor A

@ TEST

700

600

/A
500

400 /

Wear (um)

300 / i

50

Reaming Holes

90

Competitor A

== YG-1
N\ COMpPeEitor

CUTTING CONDITION

Tools: Spiral Flute Chucking Reamer, @ 12.0
Work Material : » JIS:S45C(HRc25)
» DIN:C45
* WR:1.0503
R.P.M : 318 rev./min.
Feed : 48 mm/min.
Prepared hole : @ 11.8
Reaming Depth : 24 mm







DRILLING
TOOLS

i-ONE DRILLS, CARBIDE INSERT

i-DREAM DRILLS, CARBIDE INSERT

SOLID CARBIDE DREAM DRILLS - GENERAL (with & without Coolant Holes)
SOLID CARBIDE DREAM DRILLS - HIGH FEED (with Coolant Holes)
SOLID CARBIDE DREAM DRILLS - FLAT BOTTOM (without Coolant Holes)
SOLID CARBIDE DREAM DRILLS - INOX (with Coolant Holes)

SOLID CARBIDE DREAM DRILLS - ALU (with Coolant Holes)

SOLID CARBIDE DREAM DRILLS - CFRP (without Coolant Holes)

SOLID CARBIDE DREAM DRILLS - MQL TYPE (with Coolant Holes)
SOLID CARBIDE DREAM DRILLS for HIGH HARDENED STEELS (without Coolant Holes)
GENERAL SOLID CARBIDE DRILLS (JOBBER & STUB LENGTH)

HSS-PM MULTI-1 DRILLS

PREMIUM HSS HPD STRAIGHT SHANK DRILLS

HSS GOLD-P DRILLS

SUPER HSS SUPER-GP DRILLS

HSS STRAIGHT SHANK DRILLS

HSS MORSE TAPER SHANK DRILLS

SOLID CARBIDE & HSS (8% Cobalt) NC-SPOTTING DRILLS

SOLID CARBIDE & HSS CENTER DRILLS

CARBIDE & HSS-PM SPADE DRILLS

TECHNICAL DATA

G YG-1CO,, LTD.



CARBIDE INSERT DRILLS

SOLID CARBIDE DRILLS

CARBIDE & HSS DRILLS

TECHNICAL DATA

G YG-1CO,, LTD.




Contents / DRILLING TOOLS

I-ONE DRILLS -ONE

For Carbon Steels, Alloy Steels and Cast Iron DRILLS
i-DREAM DRILLS i-DREAM
For General Steels and for Stainless Steels DRILLS
SOLID CARBIDE DREAM DRILLS - GENERAL (with & without Coolant Holes) Bgﬁ’g"

For General Purpose HRc30 to HRc50 -GENERAL
SOLID CARBIDE DREAM DRILLS - HIGH FEED (with Coolant Holes) BEE’E“S{'
For Carbon Steels, Alloy Steels (up to HRc35) and Cast Iron -HIGH FEED
SOLID CARBIDE DREAM DRILLS - FLAT BOTTOM (without Coolant Holes) BEE‘E@

For holes on various angled surfaces -FLAT BOTTOM

SOLID CARBIDE DREAM DRILLS - INOX (with Coolant Holes)
For Tough Materials - Stainless Steels, Nickel Alloys and Titanium up to HRc35

SOLID CARBIDE DREAM DRILLS - ALU (with Coolant Holes)

For Drilling Aluminum and Aluminum Alloys

SOLID CARBIDE DREAM DRILLS - CFRP (without Coolant Holes)
For Composite Materials including CFRP and GFRP

SOLID CARBIDE DREAM DRILLS - MQL TYPE (with Coolant Holes)
Minimum Quantity Lubrication Drilling Deep Holes (10x D ~ 30x D)

SOLID CARBIDE DREAM DRILLS for HIGH HARDENED STEELS (without Coolant Holes) [fiici

For High Hardened Steels HRc50 to HRc70 H%IE{EDLESNED

GENERAL SOLID CARBIDE DRILLS (JOBBER & STUB LENGTH)
For General Purpose DIN338 and DIN6539

HSS-PM MULTI-1 DRILLS

For Multi Purpose Particularly for Stainless Steels and Tit

PREMIUM HSS HPD STRAIGHT SHANK DF

For General Steels and Stainless Steels

HSS GOLD-P DRILLS
Gold-P Coating (HSS & HSS-E)

SUPER HSS SUPER-GP DRILLS

All applications regardless of machine condition: Good or

HSS STRAIGHT SHANK DRILLS
For General Purpose (HSS & HSS-E & 8% Cobalt)

HSS MORSE TAPER SHANK DRILLS
For General Purpose (HSS & HSS-E & 8% Cobalt)

MULTI-1
DRILLS

HPD DRILLS

GOLD-P
DRILLS

SUPER-GP
DRILLS

SOLID CARBIDE & HSS(8% Cobalt) NC SPOTTING DRILLS NC-SPOTTING
Centering and Chamfering of Holes DRILLS
SOLID CARBIDE & HSS CENTER DRILLS CENTER
For General Purpose DRILLS
CARBIDE & HSS-PM SPADE DRILLS SPADE

For General Machines and Drilling Large Diameters Longer Tool Life and High Productivity DRILLS

TECHNICAL DATA BE\<T:|A;|N|CAL




SIZE

ITEM MODEL DESCRIPTION PAGE
MIN MAX
f
@10.0 @33.73
i-One Drills Y 1H Insert for General Purpose (#510) (#532) 50~59
Y 1A Insert for General Purpose 2 ;ﬁo 2 :;1'75 68~73
i-Dream Drills #) )
. @?12.0 @3L75 | gg-73
Y 2C Insert for Stainless Steels #A) #)
S14 o N —— @17.86 | ©@114.3 |292~297
(SM4 ) nser (#1) #8) |318~320
SiL Super HSS T15 Insert @95 | 6509 298-302
(SM1 ) (#Y) (#4) |321~324
§I\1/I55 Premium HSS M48 Insert @95 @35 |303-305
( ) (#Y) (#2) 325~327
S16 - @95 @35 |306~308
i Carbide K10 Insert
Spade Drills (SM6 ) m (#Y) #2) |328~330
#Y) (#3) 331~334
S18 ~
(SM8 ) Carbide P40 Insert @9.5 @47.63 312~315
(#Y) (#3) | 335~338
Super HSS T15 Insert @9.5 @35
S21 339~341
u (Flat Bottom) (#Y) #2)

38 ° phone:+82-32-526-0909, www.ygl.kr, E-mail:ygl@ygl.kr

4G YG-1CO, LTD.



INSERT

: Excellent o : Good

y

Non-

alloyed .

Sé?gg’ Carbon Steels Alloy Steels High Alloyed steels  Structural Steels Tool Steels S‘t?’a}lg‘le?gs Cast Iron Aluminum CAOI%’;"
Machining

Steels
~HRc24 ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRc37~ ~HRc24 HRc24~ ~HRc13 HRc13~ ~HRc28 ~HRc19 HRcl19~ ~HRc8 ~HB110
(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HB350~) (~HB250) (HB250~) (~HB200) (HB200~) (~HB275) (~HB220) (HB220~) (~HB180)

NEXT PAGE
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DRILLING TOOLS APPLICATION TABLE

SIZE
ITEM MODEL LENGTH/TYPE PAGE
MIN MAX
DH404 STUB (3xD) | D3.0 | D20.0 | 82
DH423 SHORT (3xD) | D3.0 | D20.0 | 84
SOLID CARBIDE DREAM DRILLS | DH424 LONG (5xD) | D10 | D20.0 | 86
- GENERAL (with/without coolant holes) DHA06 SHORT (3xD) | D30 | D200 89
DH408 LONG (5xD) | D1.0 | D20.0 91
DH421 é’;g';’\ LONG | n3o | D140 | 94
SOLID CARBIDE DREAM DRILLS | DGR493 SHORT (3xD) | D5.0 | D20.0 = 100
SlnllClalF 2SI EER EMIEES) ) o LONG (5xD) | D5.0 | D20.0 102
SOLID CARBIDE DREAM DRILLS - —
- FLAT BOTTOM (without coolant holes)| PPP447 | S 20 D30 | D200 ) 108
DH451 SHORT (3xD) | D3.0 | D20.0 = 116
SOLID CARBIDE DREAM DRILLS
. LONG (5xD . .
- INOX (with coolant holes) DH452 (5x0) D10 | D200 119
DH453 'é)f(TD')?A LONG | 30 | D140 | 122
D5432 SHORT (3xD) | D3.0 | D20.0 @ 128
SOLID CARBIDE DREAM DRILLS
AL it @selan Mo Es) D5433 LONG (5xD) | D3.0 | D20.0 | 130
D5434 (%(TD')?A LONG | h30 | D140 | 132
SOLID CARBIDE DREAM DRILLS | _ . ) 025 | D120 | 138
- CFRP
DH510 (El’&gg* LONG | p30 | D140 | 142
EXTRA LONG
DH520 (20xD) D3.0 | D120 | 143
DHM10 D — e S SR S S S (El)é)lgf\ LONG D3.0 D14.0 144
SOLID CARBIDE DREAM DRILLS X TRALON
- MQL TYPE (with coolant holes) DHM15 (15xD) ONG D3.0 | D12.0 | 144
EXTRA LONG
DHM20 (20xD) D3.0 | D120 144
EXTRA LONG
DHM25 (25xD) D3.0 | D10.0 | 145
DHM30 (E:,,)&B? LONG | n3o | pso | 145
SOLID CARBIDE DREAM DRILLS I ——— )
for HIGH HARDENED STEELS Dl e e
—_— JOBBER . .
CENERAL SEILD D5405 D10 | D130 | 156
CARBIDE DRILLS —
D5407 D1.0 | D13.0 | 158
CDRAQ3 | me——a STUB D10 D130 164
HSS-PM MULTI-1 DRILLS
CDRA(Y | =gy  JOBBER D20 | D130 166

40 °
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RN
SOLID

: Excellent o : Good

I T v S

Csatl;g?: S Preggggnw Hardened Steels Stéatig(le?sss Cast Iron Aluminum Copper Bronze CFRP Titanium
~HB225  HB225~325 HRc30~45 HRc45~55 HRc55~
o o
o o
o o
o o
o o
o o
o
o
o o o o
o o o
o o o
o o o
o o
o o
o o
o o
o o
o o
o o
o o
o o o o o
o o o o o
o o o o
o o o o
NEXT PAGE
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SIZE

ITEM MODEL LENGTH PAGE
MIN MAX
D4541 STUB D2.0 | D130 | 172
PREMILIM HSS D4542 | EESSSESESESEwESe" | JOBBER D2.0 | D32.0 | 176
HPD STRAIGHT SHANK DRILLS N
DI543 | (—r—_ | STUB D2.0 | D13.0 | 181
DJ544 | NSNS | JOBBER D2.0 | D20.0 | 183
DIGP125  f—————weiSe="== | JOBBER D1.0 | D13.0 | 190
DIGP165 E———=S"==S====%"~ | JOBBER D16 | D13.0 | 192
HSS GOLD-P DRILLS
DLGP195 F——————warseewits® | JOBBER D1.0 | D13.0 | 194
DLGP506  F—————rowetweise 3 | JOBBER D2.0 | D130 196
SUPER HSS SUPER-GP DRILLS DSH105 | STl | JOBBER D2.0 | D13.0 | 204
D2107 | ——t——l e e® | STUB D10  D31.0 212
D1107 | A, | STUB D1.0 | D13.0 | 215
D2105 | e STTSCISSY | JOBBER D10 | D20.0 | 217
DL105 | e SCesC=as’ | JOBBER D1.0 | D20.0 | 220
D1105 | CEEEEEESSSEeTag=s=gs | JOBBER D0.3 | D20.0 | 223
D1125 | e sCISTISS | JOBBER D2.0 | D20.0 | 227
D2104 |==———=wrwswvuwT | |ONG D2.0 | D12.0 | 230
D112] | eoseeesceserease=== | EXTRALONG | D2.0 | D13.0 | 232
DIRGC R ————— — — 3 JOBBER D15 | D13.0 | 233
HSS STRAIGHT SHANK DRILLS D1100 | —————pee——mr=— | JOBBER D15 | D13.0 | 234
D1106 JOBBER D15 | D13.0 | 236
DL510 | ¥ A& | STUB D2.0 | D20.0 238
DL508 | a5+ X%-4 | JOBBER D2.0 | D16.0 | 240
DL509 | eI 3% | LONG D2.0 | D12.0 | 242
DL505 | ST EPERE® | JOBBER D2.0 | D13.0 | 244
DL504 | conssmsesesesesessss | [ONG D2.0 | D13.0 | 246
DT600 D2.0 | D105
DT692 |=————saooooensesees CXTRALONG | D3.0 | D10.2 | 247
DT693 D4.0 | D10.0
DL608 — a=—=——oetearamanarar. | ONG D13.0 | D30.0 | 248
DL507 ———eavebesenent | EXTRALONG | D2.0 | D13.0 | 249
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SIZE

ITEM MODEL LENGTH /TYPE PAGE
MIN MAX
DL205 |l T T ® | JOBBER D13.0 | D30.0 | 258
D1205 | EEEEEEEOEFTTS | JOBBER D5.0 | D60.0 | 259
S OIS T ER SRl D120 | CEEEEEEENNMEEREN | | ONG D13.0 | D30.0 | 262
DRILLS
D1209 | EEENERENETTEW | EXTRALONG | D13.0 | D50.0 | 263
D1210 | =e—eemeememe- | EXTRALONG | D13.0 | D50.0 | 264
D5306 e
by . D6.0 D200 | 270
D5320 -;; - D3.0 | D20.0 | 271
SOLID CARBIDE & HSS D2306
— . D30 | D200 272
NC-SPOTTING DRILLS D2321
D2307 » ) D30 | D200 .,
D23py | ——— D6.0 | DI12.0
D2320 » D3.0 | D20.0
i N - D60 | D120 274
D5303 | A —— | FOM A D10 | D63 | 280
DV303 ~— Form A D05 | D63 | 281
DV333 | g Form A D16 | D63 | 281
DV334 | g | [orm A D10 | D50 | 282
D1303 @ Form A D05 | D10.0 | 283
SOLID CARBIDE & @
D1343 Form A 283
HSS CENTER DRILLS Do5 | D8.O
D1313 | i > | FomsB DLO | D63 284
D1353 @ Form B D20 | D63 | 284
D1363 ‘—&» Form R D05 | D8O | 285
DIFT3 | fg— Form R D08 | D50 | 285
DV383 @ Form R DL6 | D63 & 286
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CARBIDE

g/ () DREAM DRILLS

-GENERAL DH404 serees

CARBIDE, DREAM DRILLS STUB
== \/OLLHARTMETALL DREAM SPIRALBOHRER EXTRA KURZ
1 I Forets DREAM DRILLS carbure, série extra-courte EXTRA-COURTE
I B PUNTE ELICOIDALI IN MD - DREAM DRILLS EXTRA CORTA
Application: Drilling steels in general, cast steels, cast iron, chilled Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,
cast iron, malleable cast iron, non-ferrous heavy Stahlgul3, Hart-und TemperguB3, Nichteisen
metals, non-ferrous light metals, abrasive plastics. Leichtmetallen, abrasiven Kunststoffen.
Advantage : Self centering Vorteile : Selbst zentrierend DREAM
- center drilling is not required. - Zentrierbohrung wird nicht benétigt. DRILLS
Excellent positioning Exzellente Positionierbarkeit -GENERAL
- bush is not necessary. - Keine Fuhrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. - Raumen ist nicht notwendig
- good chip removal - Gute Spanabfuhr
- powerful drilling - Leistungsfahiges Bohren

— s el S

| L1
I
L2

é}’ N Q D1=D2
BRECl ..

Unit : mm

TIAIN D1 L1 L2 TIAIN D1 L1 L2
DH404084 8.4 37 79 DH404110 11.0 a7 95
DH404085 8.5 37 79 DH404115 11.5 47 95
DH404086 8.6 40 84 DH404120 12.0 51 102
DH404087 8.7 40 84 DH404130 13.0 51 102
DH404088 8.8 40 84 DH404135 13.5 54 107
DH404089 8.9 40 84 DH404140 14.0 54 107
DH404090 9.0 40 84 DH404145 14.5 56 111
DH404091 9.1 40 84 DH404150 15.0 56 111
DH404092 9.2 40 84 DH404155 15.5 58 115
DH404093 9.3 40 84 DH404160 16.0 58 115
DH404094 9.4 40 84 DH404165 16.5 60 119
DH404095 9.5 40 84 DH404170 17.0 60 119
DH404096 9.6 43 89 DH404175 17.5 62 123
DH404097 9.7 43 89 DH404180 18.0 62 123
DH404098 9.8 43 89 DH404185 18.5 64 127
DH404099 9.9 43 89 DH404190 19.0 64 127
DH404100 10.0 43 89 DH404195 19.5 66 131
DH404102 10.2 43 89 DH404200 20.0 66 131
DH404105 10.5 43 89

Other shank types are available on your request.

: Excellent o : Good

L p [ H [
Carbon Prehardened

Alloy Steels Hardened Steels ;
Steels Steels Sggé?:s Castlron  Aluminum  Copper Bronze CFRP Titanium
~HB225 HB225~325 HRc30~45 HRc45~55 HRc55~

| - e e [ 1 ]
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CARBIDE

DREAM
DRILLS

-GENERAL

PSS DREAM DRILLS
76 v

CARBIDE, DREAM DRILLS

== \/OLLHARTMETALL DREAM SPIRALBOHRER
I I Forets DREAM DRILLS carbure, série courte
I 1 PUNTE ELICOIDALI IN MD - DREAM DRILLS

Application : Drilling steels in general, cast steels, cast iron, chilled
cast iron, malleable cast iron, non-ferrous heavy
metals, non-ferrous light metals, abrasive plastics.

: Self centering

- center drilling is not required.
Excellent positioning

- bush is not necessary.
Special Design

- reaming is not required.

- good chip removal

- powerful drilling

Advantage

S o R ———

D H423 SERIES

SHORT
KURZ
COURTE
CORTA

Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,
Stahlguf3, Hart-und TemperguR3, Nichteisen
Leichtmetallen, abrasiven Kunststoffen.

: Selbst zentrierend

- Zentrierbohrung wird nicht benétigt.
Exzellente Positionierbarkeit

-Keine Fihrungsbuchse notwendig.
Spezielles Design

-Raumen ist nicht notwendig

-Gute Spanabfuhr

-Leistungsfahiges Bohren

Vorteile

‘ L2

P.96

DIN 4 ¢
i |us @ SIS 5

Unit : mm

EDP N Drill Shank Flute Overall Drill Shank Flute Overall
o, Diameter | Diameter | Length Length Diameter | Diameter | Length Length
D1 D2 L1 L2 D1 D2 L1 L2

TIAIN TIAIN
DH423030 3.0 6 20 62 DH423059 5.9 6 28 66
DH423031 3.1 6 20 62 DH423060 6.0 6 28 66
DH423032 3.2 6 20 62 DH423061 6.1 8 34 79
DH423033 3.3 6 20 62 DH423062 6.2 8 34 79
DH423034 3.4 6 20 62 DH423063 6.3 8 34 79
DH423035 3.5 6 20 62 DH423064 6.4 8 34 79
DH423036 3.6 6 20 62 DH423065 6.5 8 34 79
DH423037 3.7 6 20 62 DH423066 6.6 8 34 79
DH423038 3.8 6 24 66 DH423067 6.7 8 34 79
DH423039 3.9 6 24 66 DH423068 6.8 8 34 79
DH423040 4.0 6 24 66 DH423069 6.9 8 34 79
DH423041 4.1 6 24 66 DH423070 7.0 8 34 79
DH423042 4.2 6 24 66 DH423071 7.1 8 41 79
DH423043 4.3 6 24 66 DH423072 7.2 8 41 79
DH423044 4.4 6 24 66 DH423073 7.3 8 41 79
DH423045 4.5 6 24 66 DH423074 7.4 8 41 79
DH423046 4.6 6 24 66 DH423075 7.5 8 41 79
DH423047 4.7 6 24 66 DH423076 7.6 8 41 79
DH423048 4.8 6 28 66 DH423077 7.7 8 41 79
DH423049 4.9 6 28 66 DH423078 7.8 8 41 79
DH423050 5.0 6 28 66 DH423079 7.9 8 41 79
DH423051 5.1 6 28 66 DH423080 8.0 8 41 79
DH423052 5.2 6 28 66 DH423081 8.1 10 47 89
DH423053 5.3 6 28 66 DH423082 8.2 10 47 89
DH423054 5.4 6 28 66 DH423083 8.3 10 47 89
DH423055 55 6 28 66 DH423084 8.4 10 47 89
DH423056 5.6 6 28 66 DH423085 8.5 10 47 89
DH423057 5.7 6 28 66 DH423086 8.6 10 47 89
DH423058 5.8 6 28 66 DH423087 8.7 10 47 89
Other shank types are available on your request. NEXT PAGE : Excellent o : Good
R M
%?g%?g Alloy Steels Preg?ég%”w Hardened Steels Stainless Castlron  Aluminum Copper Bronze CFRP Titanium

Steels

~HB225 HB225~325 HRc30~45 HRc45~55 HRc55~
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CARBIDE

g/ () DREAM DRILLS

-GENERAL DH423 serees

CARBIDE, DREAM DRILLS SHORT
== \/OLLHARTMETALL DREAM SPIRALBOHRER KURZ
1 I Forets DREAM DRILLS carbure, série courte COURTE
I B PUNTE ELICOIDALI IN MD - DREAM DRILLS CORTA
Application : Drilling steels in general, cast steels, cast iron, chilled Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,
cast iron, malleable cast iron, non-ferrous heavy Stahlgul3, Hart-und TemperguB3, Nichteisen
metals, non-ferrous light metals, abrasive plastics. Leichtmetallen, abrasiven Kunststoffen.
Advantage : Self centering Vorteile : Selbst zentrierend DREAM
- center drilling is not required. - Zentrierbohrung wird nicht benétigt. DRILLS
Excellent positioning Exzellente Positionierbarkeit -GENERAL
- bush is not necessary. -Keine Fihrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. -Raumen ist nicht notwendig
- good chip removal -Gute Spanabfuhr
- powerful drilling -Leistungsfahiges Bohren

S o IR ———C

‘ L2

DIN 4 )
6537 30° 140° P.96

Unit : mm
TiAIN D1 D2 L1 L2 TIAIN D1 D2 L1 L2

DH423088 8.8 10 47 89 DH423117 11.7 12 55 102
DH423089 8.9 10 47 89 DH423118 11.8 12 55 102
DH423090 9.0 10 47 89 DH423119 11.9 12 55 102
DH423091 9.1 10 47 89 DH423120 12.0 12 55 102
DH423092 9.2 10 47 89 DH423123 12.3 14 60 107
DH423093 9.3 10 a7 89 DH423125 12.5 14 60 107
DH423094 9.4 10 47 89 DH423128 12.8 14 60 107
DH423095 9.5 10 47 89 DH423130 13.0 14 60 107
DH423096 9.6 10 47 89 DH423135 13.5 14 60 107
DH423097 9.7 10 47 89 DH423138 13.8 14 60 107
DH423098 9.8 10 47 89 DH423140 14.0 14 60 107
DH423099 9.9 10 47 89 DH423145 14.5 16 65 115
DH423100 10.0 10 47 89 DH423148 14.8 16 65 115
DH423101 10.1 12 55 102 DH423150 15.0 16 65 115
DH423102 10.2 12 55 102 DH423155 15.5 16 65 115
DH423103 10.3 12 55 102 DH423158 15.8 16 65 115
DH423104 10.4 12 55 102 DH423160 16.0 16 65 115
DH423105 10.5 12 55 102 DH423165 16.5 18 73 123
DH423106 10.6 12 55 102 DH423168 16.8 18 73 123
DH423107 10.7 12 55 102 DH423170 17.0 18 73 123
DH423108 10.8 12 55 102 DH423175 17.5 18 73 123
DH423109 10.9 12 55 102 DH423178 17.8 18 73 123
DH423110 11.0 12 55 102 DH423180 18.0 18 73 123
DH423111 11.1 12 55 102 DH423185 18.5 20 79 131
DH423112 11.2 12 55 102 DH423190 19.0 20 79 131
DH423113 11.3 12 55 102 DH423195 19.5 20 79 131
DH423114 11.4 12 55 102 DH423198 19.8 20 79 131
DH423115 11.5 12 55 102 DH423200 20.0 20 79 131
DH423116 11.6 12 55 102
Other shank types are available on your request. : Excellent o : Good
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CS?‘;%?Q Alloy Steels Pregfggfsned Hardened Steels Stse;ig’lat?sss Castlron  Aluminum Copper Bronze CFRP Titanium
~HB225 HB225~325 HRc30~45 HRc45~55 HRc55~
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CARBIDE

DREAM
DRILLS

-GENERAL

7

DREAM DRILLS
-GENERAL

D H424 SERIES

CARBIDE, DREAM DRILLS LONG
== \/OL L HARTMETALL DREAM SPIRALBOHRER LANG
1 I Forets DREAM DRILLS carbure, série longue LONGUE
1 1 PUNTE ELICOIDALI IN MD - DREAM DRILLS LUNGA

Application :

Advantage

Drilling steels in general, cast steels, cast iron, chilled
cast iron, malleable cast iron, non-ferrous heavy
metals, non-ferrous light metals, abrasive plastics.

: Self centering

- center drilling is not required.
Excellent positioning

- bush is not necessary.
Special Design

- reaming is not required.

- good chip removal

- powerful drilling

Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,

Vorteile

Stahlguf3, Hart-und TemperguR3, Nichteisen
Leichtmetallen, abrasiven Kunststoffen
: Selbst zentrierend

- Zentrierbohrung wird nicht benétigt.
Exzellente Positionierbarkeit

- Keine Fuhrungsbuchse notwendig.
Spezielles Design

- Raumen ist nicht notwendig

- Gute Spanabfuhr

- Leistungsféahiges Bohren

e -y

DIN 4 ¢
6537 30° 140°
Unit : mm
Diameter | Diameter | Length Length Diameter | Diameter | Length Length
D1 D2 L1 L2 D1 D2 L1 L2

=

|
E ! L1

L2

P.96 5x D

TiAIN TiAIN

DH424010 1.0 3 8 55 DH424036 3.6 6 28 66
DH424011 1.1 3 12 55 DH424037 3.7 6 28 66
DH424012 1.2 3 12 55 DH424038 3.8 6 36 74
DH424013 1.3 3 12 55 DH424039 3.9 6 36 74
DH424014 1.4 3 12 55 DH424040 4.0 6 36 74
DH424015 1.5 3 16 55 DH424041 4.1 6 36 74
DH424016 1.6 3 16 55 DH424042 4.2 6 36 74
DH424017 1.7 3 16 55 DH424043 4.3 6 36 74
DH424018 1.8 3 16 55 DH424044 4.4 6 36 74
DH424019 1.9 3 16 55 DH424045 4.5 6 36 74
DH424020 2.0 4 21 57 DH424046 4.6 6 36 74
DH424021 2.1 4 21 57 DH424047 4.7 6 36 74
DH424022 2.2 4 21 57 DH424048 4.8 6 44 82
DH424023 2.3 4 21 57 DH424049 4.9 6 44 82
DH424024 2.4 4 21 57 DH424050 5.0 6 44 82
DH424025 2.5 4 21 57 DH424051 5.1 6 44 82
DH424026 2.6 4 21 57 DH424052 5.2 6 44 82
DH424027 2.7 4 21 57 DH424053 53 6 44 82
DH424028 2.8 4 21 57 DH424054 5.4 6 44 82
DH424029 2.9 4 21 57 DH424055 5.5 6 44 82
DH424030 3.0 6 28 66 DH424056 5.6 6 44 82
DH424031 3.1 6 28 66 DH424057 5.7 6 44 82
DH424032 3.2 6 28 66 DH424058 5.8 6 44 82
DH424033 3.3 6 28 66 DH424059 5.9 6 44 82
DH424034 3.4 () 28 66 DH424060 6.0 6 44 82
DH424035 3.5 6 28 66 DH424061 6.1 8 53 91

Other shank types are available on your request. NEXT PAGE

: Excellent o : Good
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CS?QJE?; Alloy Steels Preg?égfsned Hardened Steels Stainless Castlron  Aluminum Copper Bronze CFRP Titanium

Steels

~HB225 HB225~325 HRc30~45 HRc45~55 HRc55~
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CARBIDE

g/ () DREAM DRILLS

-GENERAL DH424 serees

CARBIDE, DREAM DRILLS LONG
== \/OLLHARTMETALL DREAM SPIRALBOHRER LANG
1 I Forets DREAM DRILLS carbure, série longue LONGUE
I B PUNTE ELICOIDALI IN MD - DREAM DRILLS LUNGA
Application : Drilling steels in general, cast steels, cast iron, chilled Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,
cast iron, malleable cast iron, non-ferrous heavy Stahlgul3, Hart-und TemperguB3, Nichteisen
metals, non-ferrous light metals, abrasive plastics. Leichtmetallen, abrasiven Kunststoffen
Advantage : Self centering Vorteile : Selbst zentrierend DREAM
- center drilling is not required. - Zentrierbohrung wird nicht benétigt. DRILLS
Excellent positioning Exzellente Positionierbarkeit -GENERAL
- bush is not necessary. - Keine Fuhrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. - Raumen ist nicht notwendig
- good chip removal - Gute Spanabfuhr
- powerful drilling - Leistungsfahiges Bohren

~

J: !
—S IR NSNS ] T ISSSSST o
‘ ! L1

L2

DIN 4 ¢

Unit : mm

Diameter | Diameter | Length Length Diameter | Diameter | Length Length
TiAIN D1 D2 L1 L2 TiAIN D1 D2 L1 L2

DH424062 6.2 8 53 91 DH424088 8.8 10 61 103
DH424063 6.3 8 53 91 DH424089 8.9 10 61 103
DH424064 6.4 8 53 91 DH424090 9.0 10 61 103
DH424065 6.5 8 53 91 DH424091 9.1 10 61 103
DH424066 6.6 8 53 91 DH424092 9.2 10 61 103
DH424067 6.7 8 53 91 DH424093 9.3 10 61 103
DH424068 6.8 8 53 91 DH424094 9.4 10 61 103
DH424069 6.9 8 53 91 DH424095 9.5 10 61 103
DH424070 7.0 8 53 91 DH424096 9.6 10 61 103
DH424071 7.1 8 53 91 DH424097 9.7 10 61 103
DH424072 7.2 8 53 91 DH424098 9.8 10 61 103
DH424073 7.3 8 53 91 DH424099 9.9 10 61 103
DH424074 7.4 8 53 91 DH424100 10.0 10 61 103
DH424075 7.5 8 53 91 DH424101 10.1 12 71 118
DH424076 7.6 8 53 91 DH424102 10.2 12 71 118
DH424077 7.7 8 53 91 DH424103 10.3 12 71 118
DH424078 7.8 8 53 91 DH424104 10.4 12 71 118
DH424079 7.9 8 53 91 DH424105 10.5 12 71 118
DH424080 8.0 8 53 91 DH424106 10.6 12 71 118
DH424081 8.1 10 61 103 DH424107 10.7 12 71 118
DH424082 8.2 10 61 103 DH424108 10.8 12 71 118
DH424083 8.3 10 61 103 DH424109 10.9 12 71 118
DH424084 8.4 10 61 103 DH424110 11.0 12 71 118
DH424085 8.5 10 61 103 DH424111 11.1 12 71 118
DH424086 8.6 10 61 103 DH424112 11.2 12 71 118
DH424087 8.7 10 61 103 DH424113 11.3 12 71 118

Other shank types are available on your request. NEXT PAGE

: Excellent o : Good
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CARBIDE

DREAM
DRILLS

-GENERAL

PSS DREAM DRILLS
76 v

CARBIDE, DREAM DRILLS

E= \/OLLHARTMETALL DREAM SPIRALBOHRER
1 I Forets DREAM DRILLS carbure, série longue
I I PUNTE ELICOIDALI IN MD - DREAM DRILLS

Application : Drilling steels in general, cast steels, cast iron, chilled
cast iron, malleable cast iron, non-ferrous heavy
metals, non-ferrous light metals, abrasive plastics.

: Self centering

- center drilling is not required.
Excellent positioning

- bush is not necessary.
Special Design

- reaming is not required.

- good chip removal

- powerful drilling

e e

Advantage

DH424 series

LONG
LANG
LONGUE
LUNGA

Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,
StahlguR3, Hart-und Temperguf3, Nichteisen
Leichtmetallen, abrasiven Kunststoffen

: Selbst zentrierend

- Zentrierbohrung wird nicht benétigt.
Exzellente Positionierbarkeit

- Keine Fuhrungsbuchse notwendig.
Spezielles Design

- Raumen ist nicht notwendig

- Gute Spanabfuhr

- Leistungsféahiges Bohren

|
E ! L1

Vorteile

=

L2

DIN g ? |24
sy [we € I | . |

5x D

Unit : mm

EDP N Drill Shank Flute Overall EDP N Drill Shank Flute Overall
© Diameter | Diameter | Length Length o Diameter | Diameter | Length Length
D1 D2 L1 L2 D1 D2 L1 L2

TIAIN TIAIN
DH424114 11.4 12 71 118 DH424150 15.0 16 83 133
DH424115 11.5 12 71 118 DH424155 15.5 16 83 133
DH424116 11.6 12 71 118 DH424160 16.0 16 83 133
DH424117 11.7 12 71 118 DH424165 16.5 18 93 143
DH424118 11.8 12 71 118 DH424170 17.0 18 93 143
DH424119 11.9 12 71 118 DH424175 17.5 18 93 143
DH424120 12.0 12 71 118 DH424180 18.0 18 93 143
DH424125 12.5 14 77 124 DH424185 18.5 20 101 153
DH424130 13.0 14 77 124 DH424190 19.0 20 101 153
DH424135 13.5 14 77 124 DH424195 19.5 20 101 153
DH424140 14.0 14 77 124 DH424200 20.0 20 101 153
DH424145 14.5 16 83 133
Other shank types are available on your request.
: Excellent o : Good

I T

Carbon Prehardened
Steels Alloy Steels Steels Hardened Steels StainI?ss
~HB225 HB225~325 HRc30~45 HRc45~55 HRc55~ Steels

Cast Iron

< B s

Aluminum Copper Bronze CFRP Titanium
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CARBIDE

DREAM DRILLS
-GENERAL

76

D H406 SERIES

CARBIDE, DREAM DRILLS with COOLANT HOLES SHORT
== \/OLLHARTMETALL DREAM SPIRALBOHRER mit KUHLKANAL KURZ
1 I Forets DREAM DRILLS carbure, avec arrosage central, série courte COURTE
I I PUNTE ELICOIDALI IN MD - DREAM DRILLS (con fori di refrigerazione) CORTA
Application : Drilling steels in general, cast steels, cast iron, chilled Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,
cast iron, malleable cast iron, non-ferrous heavy Stahlgul3, Hart-und TemperguB3, Nichteisen
metals, non-ferrous light metals, abrasive plastics. Leichtmetallen, abrasiven Kunststoffen.
Advantage : Self centering Vorteile : Selbst zentrierend DREAM
- center drilling is not required. - Zentrierbohrung wird nicht benétigt. DRILLS
Excellent positioning Exzellente Positionierbarkeit -GENERAL
- bush is not necessary. - Keine Fuhrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. - Raumen ist nicht notwendig
- good chip removal - Gute Spanabfuhr
- powerful drilling - Leistungsfahiges Bohren

o = e
| L1

‘ L2

DIN 9 2 |
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Unit : mm
Diameter | Diameter | Length Length Diameter | Diameter | Length Length

TIAIN D1 D2 L1 L2 TIAIN D1 D2 L1 L2
DH406030 3.0 6 20 62 DH406057 57 6 28 66
DH406031 3.1 6 20 62 DH406058 5.8 6 28 66
DH406032 3.2 6 20 62 DH406059 5.9 6 28 66
DH406033 3.3 6 20 62 DH406060 6.0 6 28 66
DH406034 3.4 6 20 62 DH406061 6.1 8 34 79
DH406035 3.5 6 20 62 DH406062 6.2 8 34 79
DH406036 3.6 6 20 62 DH406063 6.3 8 34 79
DH406037 3.7 6 20 62 DH406064 6.4 8 34 79
DH406038 3.8 6 24 66 DH406065 6.5 8 34 79
DH406039 3.9 6 24 66 DH406066 6.6 8 34 79
DH406040 4.0 6 24 66 DH406067 6.7 8 34 79
DH406041 4.1 6 24 66 DH406068 6.8 8 34 79
DH406042 4.2 6 24 66 DH406069 6.9 8 34 79
DH406043 4.3 6 24 66 DH406070 7.0 8 34 79
DH406044 4.4 6 24 66 DH406071 7.1 8 41 79
DH406045 4.5 6 24 66 DH406072 7.2 8 41 79
DH406046 4.6 6 24 66 DH406073 7.3 8 41 79
DH406047 4.7 6 24 66 DH406074 7.4 8 41 79
DH406048 4.8 6 28 66 DH406075 7.5 8 41 79
DH406049 4.9 6 28 66 DH406076 7.6 8 41 79
DH406050 5.0 6 28 66 DH406077 7.7 8 41 79
DH406051 51 6 28 66 DH406078 7.8 8 41 79
DH406052 52 6 28 66 DH406079 7.9 8 41 79
DH406053 5.3 6 28 66 DH406080 8.0 8 41 79
DH406054 54 6 28 66 DH406081 8.1 10 a7 89
DH406055 55 6 28 66 DH406082 8.2 10 47 89
DH406056 5.6 6 28 66 DH406083 8.3 10 a7 89

Other shank types are available on your request. NEXT PAGE
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CARBIDE

g/ {(C DREAM DRILLS

-GENERAL DH406 seres

CARBIDE, DREAM DRILLS with COOLANT HOLES SHORT
== \/OLLHARTMETALL DREAM SPIRALBOHRER mit KUHLKANAL KURZ
1 1 Forets DREAM DRILLS carbure, avec arrosage central, série courte COURTE
1 I PUNTE ELICOIDALI IN MD - DREAM DRILLS (con fori di refrigerazione) CORTA
Application : Drilling steels in general, cast steels, cast iron, chilled Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,
cast iron, malleable cast iron, non-ferrous heavy Stahlgul3, Hart-und Temperguf3, Nichteisen
metals, non-ferrous light metals, abrasive plastics. Leichtmetallen, abrasiven Kunststoffen.
DREAM Advantage : Self centering Vorteile : Selbst zentrierend
DRILLS - center drilling is not required. - Zentrierbohrung wird nicht benétigt.
-GENERAL Excellent positioning Exzellente Positionierbarkeit
- bush is not necessary. - Keine Fuhrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. - Raumen ist nicht notwendig
- good chip removal - Gute Spanabfuhr
- powerful drilling - Leistungsféahiges Bohren

AN
%W

o e
| L1

‘ L2
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Unit : mm
Diameter | Diameter | Length Length Diameter | Diameter | Length Length
TIAIN D1 D2 L1 L2 TIAIN D1 D2 L1 L2

DH406084 8.4 10 47 89 DH406111 11.1 12 55 102
DH406085 8.5 10 a7 89 DH406112 11.2 12 55 102
DH406086 8.6 10 47 89 DH406113 11.3 12 55 102
DH406087 8.7 10 47 89 DH406114 11.4 12 55 102
DH406088 8.8 10 47 89 DH406115 11.5 12 55 102
DH406089 8.9 10 a7 89 DH406116 11.6 12 55 102
DH406090 9.0 10 47 89 DH406117 11.7 12 55 102
DH406091 9.1 10 47 89 DH406118 11.8 12 55 102
DH406092 9.2 10 a7 89 DH406119 11.9 12 55 102
DH406093 9.3 10 47 89 DH406120 12.0 12 55 102
DH406094 9.4 10 47 89 DH406125 12.5 14 60 107
DH406095 9.5 10 47 89 DH406130 13.0 14 60 107
DH406096 9.6 10 a7 89 DH406135 13.5 14 60 107
DH406097 9.7 10 47 89 DH406140 14.0 14 60 107
DH406098 9.8 10 47 89 DH406145 14.5 16 65 115
DH406099 9.9 10 a7 89 DH406150 15.0 16 65 115
DH406100 10.0 10 47 89 DH406155 15.5 16 65 115
DH406101 10.1 12 55 102 DH406160 16.0 16 65 115
DH406102 10.2 12 55 102 DH406165 16.5 18 73 123
DH406103 10.3 12 55 102 DH406170 17.0 18 73 123
DH406104 10.4 12 55 102 DH406175 17.5 18 73 123
DH406105 10.5 12 55 102 DH406180 18.0 18 73 123
DH406106 10.6 12 55 102 DH406185 18.5 20 79 131
DH406107 10.7 12 55 102 DH406190 19.0 20 79 131
DH406108 10.8 12 55 102 DH406195 19.5 20 79 131
DH406109 10.9 12 55 102 DH406200 20.0 20 79 131
DH406110 11.0 12 55 102

Other shank types are available on your request.
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CARBIDE

g/ () DREAM DRILLS

-GENERAL DH408 serees

CARBIDE, DREAM DRILLS with COOLANT HOLES LONG
== \/OLLHARTMETALL DREAM SPIRALBOHRER mit KUHLKANAL LANG
1 1 Forets DREAM DRILLS carbure, avec arrosage central, série longue LONGUE
I I PUNTE ELICOIDALI IN MD - DREAM DRILLS (con fori di refrigerazione) LUNGA
Application : Drilling steels in general, cast steels, cast iron, chilled Verwendung : Zum wirtschaftlichen Bohren von Stahl
cast iron, malleable cast iron, non-ferrous heavy allgemein,StahlguB3, Hart-und Temperguf3,
metals, non-ferrous light metals, abrasive plastics. Nichteisen Leichtmetallen, abrasiven Kunststoffen.
Advantage : Self centering Vorteile : Selbst zentrierend DREAM
- center drilling is not required. - Zentrierbohrung wird nicht benétigt. DRILLS
Excellent positioning Exzellente Positionierbarkeit -GENERAL
- bush is not necessary. - Keine Fuhrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. - Raumen ist nicht notwendig
- good chip removal - Gute Spanabfuhr
- powerful drilling - Leistungsfahiges Bohren

‘ | L1

L2

DIN 9 2 |
B E el

Unit : mm
Diameter | Diameter | Length Length Diameter | Diameter | Length Length
TIAIN D1 D2 L1 L2 TIAIN D1 D2 L1 L2
DH408010 1.0 3 8 55 DH408036 3.6 6 28 66
DH408011 1.1 3 12 55 DH408037 3.7 6 28 66
DH408012 1.2 3 12 55 DH408038 3.8 6 36 74
DH408013 1.3 3 12 55 DH408039 3.9 6 36 74
DH408014 1.4 3 12 55 DH408040 4.0 6 36 74
DH408015 1.5 3 16 55 DH408041 4.1 6 36 74
DH408016 1.6 3 16 55 DH408042 4.2 6 36 74
DH408017 1.7 3 16 55 DH408043 4.3 6 36 74
DH408018 1.8 3 16 55 DH408044 4.4 6 36 74
DH408019 1.9 3 16 55 DH408045 4.5 6 36 74
DH408020 2.0 4 21 57 DH408046 4.6 6 36 74
DH408021 2.1 4 21 57 DH408047 4.7 6 36 74
DH408022 2.2 4 21 57 DH408048 4.8 6 44 82
DH408023 2.3 4 21 57 DH408049 4.9 6 44 82
DH408024 2.4 4 21 57 DH408050 5.0 6 44 82
DH408025 2.5 4 21 57 DH408051 5.1 6 44 82
DH408026 2.6 4 21 57 DH408052 5.2 6 44 82
DH408027 2.7 4 21 57 DH408053 5.3 6 44 82
DH408028 2.8 4 21 57 DH408054 54 6 44 82
DH408029 2.9 4 21 57 DH408055 5.5 6 44 82
DH408030 3.0 6 28 66 DH408056 5.6 6 44 82
DH408031 3.1 6 28 66 DH408057 5.7 6 44 82
DH408032 3.2 6 28 66 DH408058 5.8 6 44 82
DH408033 3.3 6 28 66 DH408059 5.9 6 44 82
DH408034 3.4 6 28 66 DH408060 6.0 6 44 82
DH408035 3.5 6 28 66 DH408061 6.1 8 53 91
Other shank types are available on your request. NEXT PAGE
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CARBIDE

g/ {(C DREAM DRILLS

-GENERAL DH408 serees

CARBIDE, DREAM DRILLS with COOLANT HOLES LONG
== \/OLLHARTMETALL DREAM SPIRALBOHRER mit KUHLKANAL LANG
1 I Forets DREAM DRILLS carbure, avec arrosage central, série longue LONGUE
1 I PUNTE ELICOIDALI IN MD - DREAM DRILLS (con fori di refrigerazione) LUNGA
Application : Drilling steels in general, cast steels, cast iron, chilled Verwendung : Zum wirtschaftlichen Bohren von Stahl
cast iron, malleable cast iron, non-ferrous heavy allgemein,StahlguB3, Hart-und Temperguf3,
metals, non-ferrous light metals, abrasive plastics. Nichteisen Leichtmetallen, abrasiven Kunststoffen.
DREAM Advantage : Self centering Vorteile : Selbst zentrierend
DRILLS - center drilling is not required. - Zentrierbohrung wird nicht benétigt.
-GENERAL Excellent positioning Exzellente Positionierbarkeit
- bush is not necessary. - Keine Fuhrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. - Raumen ist nicht notwendig
- good chip removal - Gute Spanabfuhr
- powerful drilling - Leistungsféahiges Bohren

D1

DIN 9 g2 |
| we (%, NI | 5 L. [N o

Unit : mm

Diameter | Diameter | Length Length Diameter | Diameter | Length Length
TIAIN D1 D2 L1 L2 TIAIN D1 D2 L1 L2

DH408062 6.2 8 53 91 DH408088 8.8 10 61 103
DH408063 6.3 8 53 91 DH408089 8.9 10 61 103
DH408064 6.4 8 53 91 DH408090 9.0 10 61 103
DH408065 6.5 8 53 91 DH408091 9.1 10 61 103
DH408066 6.6 8 53 91 DH408092 9.2 10 61 103
DH408067 6.7 8 53 91 DH408093 9.3 10 61 103
DH408068 6.8 8 53 91 DH408094 9.4 10 61 103
DH408069 6.9 8 53 91 DH408095 9.5 10 61 103
DH408070 7.0 8 53 91 DH408096 9.6 10 61 103
DH408071 7.1 8 53 91 DH408097 9.7 10 61 103
DH408072 7.2 8 53 91 DH408098 9.8 10 61 103
DH408073 7.3 8 53 91 DH408099 9.9 10 61 103
DH408074 7.4 8 53 91 DH408100 10.0 10 61 103
DH408075 7.5 8 53 91 DH408101 10.1 12 71 118
DH408076 7.6 8 53 91 DH408102 10.2 12 71 118
DH408077 7.7 8 53 91 DH408103 10.3 12 71 118
DH408078 7.8 8 53 91 DH408104 10.4 12 71 118
DH408079 7.9 8 53 91 DH408105 10.5 12 71 118
DH408080 8.0 8 53 91 DH408106 10.6 12 71 118
DH408081 8.1 10 61 103 DH408107 10.7 12 71 118
DH408082 8.2 10 61 103 DH408108 10.8 12 71 118
DH408083 8.3 10 61 103 DH408109 10.9 12 71 118
DH408084 8.4 10 61 103 DH408110 11.0 12 71 118
DH408085 8.5 10 61 103 DH408111 11.1 12 71 118
DH408086 8.6 10 61 103 DH408112 11.2 12 71 118
DH408087 8.7 10 61 103 DH408113 11.3 12 71 118

Other shank types are available on your request. NEXT PAGE
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CARBIDE

g/ (" DREAM DRILLS

-GENERAL 'DH408 serees

CARBIDE, DREAM DRILLS with COOLANT HOLES LONG
== \/OLLHARTMETALL DREAM SPIRALBOHRER mit KUHLKANAL LANG
1 I Forets DREAM DRILLS carbure, avec arrosage central, série longue LONGUE
I I PUNTE ELICOIDALI IN MD - DREAM DRILLS (con fori di refrigerazione) LUNGA
Application : Drilling steels in general, cast steels, cast iron, chilled Verwendung : Zum wirtschaftlichen Bohren von Stahl
cast iron, malleable cast iron, non-ferrous heavy allgemein,Stahlguf3, Hart-und Temperguf3,
metals, non-ferrous light metals, abrasive plastics. Nichteisen Leichtmetallen, abrasiven Kunststoffen.
Advantage : Self centering Vorteile : Selbst zentrierend DREAM
- center drilling is not required. - Zentrierbohrung wird nicht benétigt. DRILLS
Excellent positioning Exzellente Positionierbarkeit -GENERAL
- bush is not necessary. - Keine Fuhrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. - Raumen ist nicht notwendig
- good chip removal - Gute Spanabfuhr
- powerful drilling - Leistungsfahiges Bohren
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DIN 9 2 |
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Unit : mm

Diameter | Diameter | Length Length Diameter | Diameter | Length Length
TIAIN D1 D2 L1 L2 TIAIN D1 D2 L1 L2
DH408114 11.4 12 71 118 DH408150 15.0 16 83 133
DH408115 11.5 12 71 118 DH408155 15.5 16 83 133
DH408116 11.6 12 71 118 DH408160 16.0 16 83 133
DH408117 11.7 12 71 118 DH408165 16.5 18 93 143
DH408118 11.8 12 71 118 DH408170 17.0 18 93 143
DH408119 11.9 12 71 118 DH408175 17.5 18 93 143
DH408120 12.0 12 71 118 DH408180 18.0 18 93 143
DH408125 12.5 14 77 124 DH408185 18.5 20 101 153
DH408130 13.0 14 77 124 DH408190 19.0 20 101 153
DH408135 13.5 14 77 124 DH408195 19.5 20 101 153
DH408140 14.0 14 77 124 DH408200 20.0 20 101 153
DH408145 14.5 16 83 133

Other shank types are available on your request.

: Excellent o : Good
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CARBIDE

g/ {(C DREAM DRILLS

-GENERAL DH421 seres

CARBIDE, DREAM DRILLS with COOLANT HOLES EXTRA LONG
== \/OLLHARTMETALL DREAM SPIRALBOHRER mit KUHLKANAL UBERLANG
I 1 Forets DREAM DRILLS carbure, avec arrosage central, série extra-longue EXTRA-LONGUE
I 1 PUNTE ELICOIDALI IN MD - DREAM DRILLS (con fori di refrigerazione) EXTRA LUNGA
Application : Drilling steels in general, cast steels, cast iron, chilled Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,
cast iron, malleable cast iron, non-ferrous heavy Stahlgul3, Hart-und Temperguf3, Nichteisen
metals, non-ferrous light metals, abrasive plastics. Leichtmetallen, abrasiven Kunststoffen.
DREAM Advantage : Self centering Vorteile : Selbst zentrierend
DRILLS - center drilling is not required. - Zentrierbohrung wird nicht benétigt.
-GENERAL Excellent positioning Exzellente Positionierbarkeit
- bush is not necessary. - Keine Fuhrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. - Raumen ist nicht notwendig
- good chip removal - Gute Spanabfuhr
- powerful drilling - Leistungsféahiges Bohren
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Unit : mm
TiAIN D1 D2 L1 L2 TiAIN D1 D2 L1 L2
DH421030 3.0 6 34 72 DH421055 5.5 6 57 95
DH421031 3.1 6 34 72 DH421056 5.6 6 57 95
DH421032 3.2 6 34 72 DH421057 5.7 6 57 95
DH421033 3.3 6 34 72 DH421058 5.8 (S) 57 95
DH421034 3.4 6 34 72 DH421059 5.9 6 57 95
DH421035 3.5 6 34 72 DH421060 6.0 6 57 95
DH421036 3.6 6 34 72 DH421061 6.1 8 76 114
DH421037 3.7 6 34 72 DH421062 6.2 8 76 114
DH421038 3.8 6 43 81 DH421063 6.3 8 76 114
DH421039 3.9 6 43 81 DH421064 6.4 8 76 114
DH421040 4.0 6 43 81 DH421065 6.5 8 76 114
DH421041 4.1 6 43 81 DH421066 6.6 8 76 114
DH421042 4.2 6 43 81 DH421067 6.7 8 76 114
DH421043 4.3 6 43 81 DH421068 6.8 8 76 114
DH421044 4.4 6 43 81 DH421069 6.9 8 76 114
DH421045 4.5 6 43 81 DH421070 7.0 8 76 114
DH421046 4.6 6 43 81 DH421071 7.1 8 76 114
DH421047 4.7 6 43 81 DH421072 7.2 8 76 114
DH421048 4.8 6 57 95 DH421073 7.3 8 76 114
DH421049 4.9 6 57 95 DH421074 7.4 8 76 114
DH421050 5.0 6 57 95 DH421075 7.5 8 76 114
DH421051 5.1 6 57 95 DH421076 7.6 8 76 114
DH421052 5.2 6 57 95 DH421077 7.7 8 76 114
DH421053 5.3 6 57 95 DH421078 7.8 8 76 114
DH421054 5.4 6 57 95 DH421079 7.9 8 76 114
Other shank types are available on your request. NEXT PAGE
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CARBIDE

DREAM DRILLS

76

CARBIDE, DREAM DRILLS with COOLANT HOLES

== \/OLLHARTMETALL DREAM SPIRALBOHRER mit KUHLKANAL

1 I Forets DREAM DRILLS carbure, avec arrosage central, série extra-longue

I I PUNTE ELICOIDALI IN MD - DREAM DRILLS (con fori di refrigerazione)

Application : Drilling steels in general, cast steels, cast iron, chilled

-GENERAL

D H42 1 SERIES

EXTRA LONG
UBERLANG
EXTRA-LONGUE
EXTRA LUNGA

Verwendung : Zum wirtschaftlichen Bohren von Stahl allgemein,

cast iron, malleable cast iron, non-ferrous heavy
metals, non-ferrous light metals, abrasive plastics.

Stahlguf3, Hart-und TemperguR3, Nichteisen
Leichtmetallen, abrasiven Kunststoffen.

Advantage : Self centering Vorteile : Selbst zentrierend DREAM
- center drilling is not required. - Zentrierbohrung wird nicht benétigt. DRILLS
Excellent positioning Exzellente Positionierbarkeit -GENERAL
- bush is not necessary. - Keine Fuhrungsbuchse notwendig.
Special Design Spezielles Design
- reaming is not required. - Raumen ist nicht notwendig
- good chip removal - Gute Spanabfuhr
- powerful drilling - Leistungsfahiges Bohren
2N .
P rleesSssss=—==
~ i | L1
I
L2
|
6537 30° 140° P96 8x D
Unit : mm

D

rill Shank Flute Overall EDP N Drill Shank Flute Overall
eter | Diameter | Length Length ©, Diameter | Diameter | Length Length
D1 D2 L1 L2 D1 D2 L1 L2

TiAIN TIAIN
DH421080 8.0 8 76 114 DH421103 10.3 12 114 162
DH421081 8.1 10 95 142 DH421104 10.4 12 114 162
DH421082 8.2 10 95 142 DH421105 10.5 12 114 162
DH421083 8.3 10 95 142 DH421106 10.6 12 114 162
DH421084 8.4 10 95 142 DH421107 10.7 12 114 162
DH421085 8.5 10 95 142 DH421108 10.8 12 114 162
DH421086 8.6 10 95 142 DH421109 10.9 12 114 162
DH421087 8.7 10 95 142 DH421110 11.0 12 114 162
DH421088 8.8 10 95 142 DH421111 11.1 12 114 162
DH421089 8.9 10 95 142 DH421112 11.2 12 114 162
DH421090 9.0 10 95 142 DH421113 11.3 12 114 162
DH421091 9.1 10 95 142 DH421114 11.4 12 114 162
DH421092 9.2 10 95 142 DH421115 11.5 12 114 162
DH421093 9.3 10 95 142 DH421116 11.6 12 114 162
DH421094 9.4 10 95 142 DH421117 11.7 12 114 162
DH421095 9.5 10 95 142 DH421118 11.8 12 114 162
DH421096 9.6 10 95 142 DH421119 11.9 12 114 162
DH421097 9.7 10 95 142 DH421120 12.0 12 114 162
DH421098 9.8 10 95 142 DH421125 12.5 14 133 178
DH421099 9.9 10 95 142 DH421130 13.0 14 133 178
DH421100 10.0 10 95 142 DH421135 13.5 14 133 178
DH421101 10.1 12 114 162 DH421140 14.0 14 133 178
DH421102 10.2 12 114 162
Other shank types are available on your request.
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CARBIDE

'I/G DREAM DRILLS RECOMMENDED CUTTING CONDITIONS

-GENERAL EMPFOHLENE SCHNEIDKONDITIONEN

CARBIDE, DREAM DRILLS, TiAIN COATED
VOLLHARTMETALL DREAM BOHRER, TIAIN-BESCHICHTET

DH404, DH423, DH424 seres

l

Bgﬁ_’?_g MX\-/F%E',%L NON-ALLOY ALLOY SOFT GREY HARD GREY
-GENERAL STEELS STEELS CAST IRON CAST IRON
STRENGTH < 700 N/mm? <1000 N/mm?2 < HB240, GG25 < HB300, GG40
DRILLING ©1.0 ~ @2.9: 40 ~ 80 m/min 21.0 ~@2.9: 35~ 70 m/min ©1.0 ~ @2.9: 60 ~ 130 m/min @1.0 ~ @2.9: 40 ~ 90 m/min
SPEED 23.0 ~ : 100 m/min 23.0 ~ 1 75 m/min 23.0 ~ : 100 m/min 23.0 ~ : 80 m/min
DRILLING FEED FEED FEED FEED
DIAMETER ~ RPM Min Max M Min Max M Min Max "M Min Max

1.0 13000| 0.03 | 0.05 |11250| 0.03 | 0.05 |[21300| 0.03 | 0.05 (14200 0.03 | 0.05
2.0 13000| 0.05 | 0.07 |11250| 0.05 | 0.07 |21300| 0.05 | 0.07 14200 0.05 | 0.07
3.0 10500| 0.06 | 0.12 | 7890 | 0.06 | 0.12 10500 0.06 | 0.12 | 8410 | 0.06 | 0.12

4.0 7920 | 0.08 | 0.16 | 5920 | 0.08 | 0.16 | 7920 | 0.08 | 0.16 | 6310 | 0.08 | 0.16
5.0 6310 | 0.10 | 0.20 | 4740 | 0.10 | 0.20 | 6310 | 0.10 | 0.20 | 5050 | 0.10 | 0.20
6.0 5270 | 0.12 | 0.24 | 3950 | 0.12 | 0.24 | 5270 | 0.12 | 0.24 | 4220 | 0.12 | 0.24
7.0 4510 | 0.14 | 0.26 | 3400 | 0.14 | 0.26 | 4510 | 0.14 | 0.26 | 3610 | 0.14 | 0.26
8.0 3950 | 0.16 | 0.28 | 2970 | 0.16 | 0.28 | 3950 | 0.16 | 0.28 | 3160 | 0.16 | 0.28
9.0 3510 | 0.18 | 0.30 | 2640 | 0.18 | 0.30 | 3510 | 0.18 | 0.30 | 2820 | 0.18 | 0.30

10.0 3160 | 0.20 | 0.30 | 2370 | 0.20 | 0.30 | 3160 | 0.20 | 0.30 | 2530 | 0.20 | 0.30
11.0 2880 | 0.20 | 0.30 | 2160 | 0.20 | 0.30 | 2880 | 0.20 | 0.30 | 2310 | 0.20 | 0.30
12.0 2640 | 0.21 | 0.30 | 1980 | 0.21 | 0.30 | 2640 | 0.21 | 0.30 | 2120 | 0.21 | 0.30
13.0 2430 | 0.21 | 0.33 | 1830 | 0.21 | 0.33 | 2430 | 0.21 | 0.33 | 1950 | 0.21 | 0.33
14.0 2260 | 0.22 | 0.35 | 1710 | 0.22 | 0.35 | 2260 | 0.22 | 0.35 | 1810 | 0.22 | 0.35
16.0 1980 | 0.25 | 0.36 | 1490 | 0.25 | 0.36 | 1980 | 0.25 | 0.36 | 1590 | 0.25 | 0.36
18.0 1760 | 0.28 | 0.38 | 1330 | 0.28 | 0.38 | 1760 | 0.28 | 0.38 | 1420 | 0.28 | 0.38
20.0 1590 | 0.30 | 0.40 | 1180 | 0.30 | 0.40 | 1590 | 0.30 | 0.40 | 1270 | 0.30 | 0.40

Recommend to reduce the feed rate as following RPM = rev./min.
Feed 100% : DH404(3x D), DH423(3x D)  Feed 85% : DH424(5x D) FEED = mm/rev.

CARBIDE, DREAM DRILLS with COOLANT HOLES DIN6537, TIAIN COATED
VOLLHARTMETALL DREAM BOHRER mit KUHLKANAL DIN6537, TIAIN-BESCHICHTET

DH406, DH408, DH421 seres

ATERIAL NON-ALLOY ALLOY SOFT GREY HARD GREY
STEELS STEELS CAST IRON CAST IRON

STRENGTH < 700 N/mm? < 1000 N/mm?2 < HB240, GG25 < HB300, GG40
DRILLING @1.0 ~@2.9: 50 ~ 100 m/min @1.0 ~ @2.9: 40 ~ 90 m/min @1.0 ~@2.9: 80 ~ 160 m/min @1.0 ~ @2.9: 50 ~ 100 m/min
SPEED 23.0 ~ : 110 m/min 23.0 ~ : 83 m/min 23.0 ~ : 110 m/min 23.0 ~ : 88 m/min
DRILLING FEED FEED FEED FEED
DIAMETER RPM Min Max RPM Min Max RPM Min Max RPM Min Max

1.0 16250| 0.04 | 0.06 |14800| 0.04 | 0.06 26600 0.04 | 0.06 (17300 0.04 | 0.06
2.0 16250| 0.06 | 0.08 |14800| 0.06 | 0.08 |26600| 0.06 | 0.08 |17300| 0.06 | 0.08
3.0 11660| 0.06 | 0.12 | 8760 | 0.06 | 0.12 |11660| 0.06 | 0.12 | 9340 | 0.06 | 0.12
4.0 8800 | 0.08 | 0.16 6570 | 0.08 | 0.16 | 8800 | 0.08 | 0.16 | 7010 | 0.08 | 0.16
5.0 7010 | 0.10 | 0.20 | 5260 | 0.10 | 0.20 | 7010 | 0.10 | 0.20 | 5610 | 0.10 | O0.20
6.0 5850 | 0.12 | 0.24 | 4380 | 0.12 | 0.24 | 5850 | 0.12 | 0.24 | 4680 | 0.12 | 0.24
7.0 5010 | 0.14 | 0.26 | 3770 | 0.14 | 0.26 | 5010 | 0.14 | 0.26 | 4010 | 0.14 | 0.26
8.0 4380 | 0.16 | 0.28 | 2390 | 0.16 | 0.28 | 4380 | 0.16 | 0.28 | 3510 | 0.16 | 0.28

O 3900 | 0.18 | 0.30 | 2930 | 0.18 | 0.30 | 3900 | 0.18 | 0.30 | 3130 | 0.18 | 0.30
10.0 3510 | 0.20 | 0.30 | 2630 | 0.20 | 0.30 | 3510 | 0.20 | 0.30 | 2810 | 0.20 | 0.30
11.0 3190 | 0.20 | 0.30 | 2400 | 0.20 | 0.30 | 3190 | 0.20 | 0.30 | 2560 | 0.20 | 0.30
12.0 2930 | 0.21 | 0.30 | 2200 | 0.21 | 0.30 | 2930 | 0.21 | 0.30 | 2350 | 0.21 | 0.30
13.0 2700 | 0.21 | 0.33 | 2030 | 0.21 | 0.33 | 2700 | 0.21 | 0.33 | 2160 | 0.21 | 0.33
14.0 2510 | 0.22 | 0.35 | 1890 | 0.22 | 0.35 | 2510 | 0.22 | 0.35 | 2010 | 0.22 | 0.35
16.0 2190 | 0.25 | 0.36 | 1650 | 0.25 | 0.36 | 2190 | 0.25 | 0.36 | 1760 | 0.25 | 0.36
18.0 1950 | 0.28 | 0.38 | 1470 | 0.28 | 0.38 | 1950 | 0.28 | 0.38 | 1570 | 0.28 | 0.38
20.0 1760 | 0.30 | 0.40 | 1310 | 0.30 | 0.40 | 1760 | 0.30 | 0.40 | 1410 | 0.30 | 0.40

Recommend to reduce the feed rate as following RPM = rev./min.
Feed 100% : DH406(3x D)  Feed 85% : DH408(5x D)  Feed 70% : DH421(8x D) FEED = mmirev.

06 ° phone:+82-32-526-0909, www.ygl.kr, E-mail:ygl@ygl.kr Y& YG-1CO, LTD.



















































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































































