CUTTING TOOLS




DRILLING

PRODUCTS DESCRIPTION

i-DREAM DRILLS

CARBIDE INSERTS - For Steels and Stainless Steel Alloys

SOLID CARBIDE

DREAM DRILLS - GENERAL - With/without Coolant Holes

- General Purpose HRc30 to HRc50

| (with/without Coolant Holes)

SOLID CARBIDE
DREAM DRILLS - HIGH FEED
(with Coolant Holes)

- With Coolant Holes
- 1.5 to 2 times faster feeding speed than 2
Flute drills

SOLID CARBIDE
DREAM DRILLS - FLAT BOTTOM
(without Coolant Holes)

- Without Coolant Holes
- In 180° Point Angle for Variety Drilling

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

SOLID CARBIDE
DREAM DRILLS -ALU
(with Coolant Holes)

- With Coolant Holes
- For Aluminum & Aluminum Alloys

- With Coolant Holes
- Minimum Quantity Lubrication
- For Drilling Deep Holes 10D, 15D, 20D,

SOLID CARBIDE
DREAM DRILLS - MQL TYPE
(with Coolant Holes) 25D & 30D

SOLID CARBIDE DREAM DRILLS

- For HIGH HARDENED STEELS B For High Hardened Steels, HRc50~HRc70

STANDARD - General Purpose
CARBIDE DRILLS - 118° Point
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DRILLING

PRODUCTS DESCRIPTION

- Multi Purpose Drilling. Particularly for

e Stainless Steels, Titanium

HPD DRILLS - For Stainless Steels

HSS GOLD-P DRILLS - Gold-P Coating

GERECA VN ST N G0 N K - General Purpose

AIRCRAFT DRILLS - 6 and 12 inch Length Drills

- 118° Split Point
- 3 Flats Black and Gold

SILVER & DEMING DRILLS

HSS MORSE TAPER SHANK - General Purpose
DRILLS - Standard Length

HSS (8% Cobalt) - HSS(8% Cobalt)
NC-SPOTTING DRILLS - Centering and Chamfering of Holes

HSS COMBINATION DRILL &

i COUNTER SINK / CENTER - Regular and Long Length

DRILL
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DRILLING THREADING

PRODUCTS DESCRIPTION PAGE PRODUCTS DESCRIPTION PAGE

- Carbide for Long Tool Life, and HSS-PM for = "4 'SOLID CARBIDE - Fpr blind holes and through holes with one .
General Machines and Large Diameters 269 { THREAD MILLS single tool
Higher Productivity than Other Drilling Tools : k= - Higher cutting speed and feed than taps

i u‘ ) ==
; | - Multi Purpose tapping
- YG-1's Patent 363
.:/ cn TECHNICAL DATA 313 : EONMESL - Super HSS & HSS-E for Prevention of
\J ¥ Oversized Threads

- Tapping Bling Holes 389
- Super HSS, HSS-E, HSS-PM, HSS-V & HSS

CARBIDE & HSS-PM
SPADE DRILLS

SPIRAL FLUTE TAPS

- Tapping Through Holes 427

ERIRCUECIINARS - Super HSS, HSS-E, HSS-PM, HSS-V & HSS

- Tapping Through & Blind Holes 469
- Carbide, Super HSS & HSS

<<{ FORMING TAPS - Tapping by Forming Soft Materials (No Chips) 489

S A B T S5 - Tapping STI Threads of Soft Materials (HSS-E) 499

f I | PIPE TAPS - Tapping NPT, NPTF, NPS & NPSF threads 509
':-// =g B| TECHNIAL DATA

STRAIGHT FLUTE TAPS

519




MILLING A MILLING

PRODUCTS DESCRIPTION PRODUCTS DESCRIPTION PAGE

- Cubic Boron Nitride
CBN END MILLS - For High Hardened Steels up to HRc70 589

- Silent Cutting for Stainless Steels up to HRc40

e Designed with Variable Leads 1017

- Mirror Finish END MILLS - YG-1's Patent
j ' - High Performance with High Feed, RPM and
i-Xmill, CARBIDE INSERT - For General Steels(~HRc50), Hardened 595 ALU-POWER HPC Chip Removal (Heavy Cutting) 1035
END MILLS Steels(up to HRc65) and Graphite SOLID CARBIDE END MILLS - For Aluminum, Non-Ferrous and Non-Metallic
Materials
i-Smart MODULAR TYPE - ':’;ghf?n”igﬁﬁge SR (R o BemHlEing 13 o TR YRR RN TS - For Aluminium Alloys with Silent Cutting 1047
END MILLS - Pre-Hardened Steels up to HRc55 & HSS-PM END MILLS - Mirror Surface
X5070 NANO SOLID CARBIDE  [§ E?thisgheH:ﬁ‘;”ﬁf’nitee's et o ARt 627 D-POWER GRAPHITE - Diamond Coated Carbide End Mills for 1091
END MILLS - 19 speed Machining SOLID CARBIDE END MILLS Graphite
- Dry Cutting
4G MILLS SOLID CARBIDE - High Speed Cutting for Pre-Hardened Steels - D-POWER CFRP - For Composite Materials including CFRP, 1107
END MILLS up to HRc55 SOLID CARBIDE END MILLS GFRP
. . S Y - For Composite Materials including CFRP,
]| X-POWER SOLID CARBIDE - For Medium Steels and High Hardened ’

P9 END MILLS Steels up to HRc70 LT/ (GARIZ [HOTUTE RS (G i L=
SRR RIS - For Exotic Materials such as Stainless Steels, g fil e | STANDARD SOLID CARBIDE ] S e
HSS-PM END MILLS Nickel alloys and Titanium . “1END MILLS R
TitaNox-POWER SOLID ) g'('ei’i‘tn‘;‘:jtt\',\’l‘i?hf‘\’/;ﬁg’gI"‘a'el_s:‘aigee's SEEE e ONLY ONE COATED PM60 - Perfect solution to protect carbide chipping 4 -4
CARBIDE END MILLS 9 END MILLS problems under vibrations

- YG-1's Patent
V7 PLUS A SOLID CARBIDE - Silent Cutting of Steels up to HRc40 977 S ALTR SINE-POWER - High performance HSS Rougher for Titanium 1187

END MILLS Designed as Unequal Leads HSS END MILLS and Titanium Alloys




PRODUCTS DESCRIPTION PAGE

™ TANK-POWER
HSS-PM END MILLS

- Next Generation of Powdered Metal End Mills 1193
- Higher Edge Strength & Feed Rates

- General Purpose, Non-coated, Any Coating 1211

COBALT & HSS END MILLS .
Available

TECHNICAL DATA 1295

DESCRIPTION PAGE

- According to CAT + BT Standards 1305

CASE STU DY < i'DREAM DR"—L (Reference page : p.41 ~p.54)

@ i-DREAMDRILL - GENERAL

TOOL RESULT
HOLDER ZB0302
INSERT Y03B07
Competitor A
WORKPIECE - Structural Steels
ASTM A36 0 100 200 400 600 Holes
DIN St37-2
JIS SS400 YG-1 (Total Drilling 600 Holes)
CONDITIONS
Cutting Speed | 262 ft/min.
Feed .0094 inch/rev.
Feedrate 16.59 inch/min.
RPM 1756 rev./min.
Drilling 1.89”
Coolant Internal

Machine type

Vertical Machining Center

@ i-DREAM DRILL - INOX

TOOL RESULT
HOLDER ZB0301
INSERT YI13B01
WORKPIECE - Stainless Steels Competitor A
AlSI 304
DIN X5CrNi189 0 50 100 Holes
iS5 SUS304 YG-1 (Total Drilling 100 Holes)
/’ y " 3
CONDITIONS
Cutting Speed | 180 ft/min.
Feed .0059 inch/rev.
Feedrate 7.402 inch/min.
RPM 1250 rev./min. . i
— ~ Competitor A (Total Drilling 80 Holes)
Drilling 1.97 : P
Coolant Internal
Machine type | Vertical Machining Center




CASE STU DY < DREAM DR"—LS'HIGH FEED (Reference page : p.91 ~ p.102)

(Reference page :

CASE STUDY ¢ DREAM DRILLS-FLAT BOTTOM ;103~p.110)

@ 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.

Cutting Condition
Tools : DGR495100
(Dream Dirills High Feed)
Size : @10 x 10 x 61 x 103
Work Material : « AISI : 1045
« JIS : S45C (HRc20)
* DIN : C45
R.P.M : 3,200 rev./min.
Feed :.0197 inch/rev.
Drilling Depth : 1.97” (5xD)
Drilling Method : Blind Hole
Coolant : Wet Cut
Machine : Machining Center

YG-1 (Total Drilling 330 Holes)

Productivity (Carbon Steel)

310 5xD 1.6 times UP

Y R T 62.7 inch/min.

2-Flutes 39.5 inch/min.

@ SOLID CARBIDE DREAM DRILLS - Flat Bottom without Coolant Holes

CUTTING CONDITION 24D 157
- Tool : Dream Dirills Flat Bottom a’:‘lg

- Size : 6.0 (.2362 inch)

- Work Material :  AISI : 1045

+JIS : S45C
*DIN : C45
* Hardness : HRc 20 (HB 228) 1200 ~————~————————"—"————————— —-
- Cutting Speed : 75.4 m/min (244.4 ft/min.)
- RPM : 4,000 rev/min
to0f - -|K- -

- Feed : 0.1 mm/rev (.0039 in/rev.)
- Drilling Depth : 12.0 mm (2XD)
- Blind Hole / without Pecking sool - - - - - el
- Coolant : External Cooling Water Soluble
(9% Emulsion)
Machine : Vertical Machining Center

D
o
o

Drilling Holes

N
o
o

200f -----J--------------

YG-1 Competitor A

. Small
Chipping

» COMPETITOR A

|'. 1'1'!"1;‘ Big
; i e Chipping




CASE STU DY L 4 DREAM DR"—LS-INOX (Reference page : p.111 ~ p131)

CASE STU DY < DREAM DR"—LS'ALU (Reference page : p.133 ~ p.141)

90

80

B

70 /
60

50 /
40

Wear (um)

. //’G

=

076 L

0 200
Drilling (Holes)

YG-1 (Total Drilling 400 Holes)

400

— == Y(G-1
e A COmpetitor A

=B Competitor B

CUTTING CONDITION
Tools : DREAM DRILLS-INOX
Size : 6 x @6 x 44 x 82
Work Material : -+ AISI: 304
- JIS : SUS304
« DIN : X5CrNi1810
(X4CrNi18-10)
R.P.M : 3,700 rev./min.
SFM : 229 ft/min.
Feed : .0028 inch/rev.
Drilling Depth : .94
Coolant : Wet Cut

@ Surface Roughness of Work Piece

27

24

2.1

1.8

1.5

RA (m)

1.2

0.9

0.6

0.3

.0157

.0236

Feed (inch/rev)

» YG-1 (Total Drilling 820 Holes)

' YG-1

< COMPETITOR

CUTTING CONDITION

Tools : DREAM DRILLS-ALU

Size : 10

Work Material : - AISI : 6061
- JIS : A6061
+ DIN : AIMgSiCu

R.P.M : 6,367 rev./min.

SFM : 656 ft/min.

Feed : .0157 ~ .0315 inch/rev.

Drilling Depth : 1.77~

Coolant : Wet cut

» Competitor (Total Drilling 820 Holes)




(Reference page

CASE STUDY ¢ DREAM DRILLS-MQL TYPE :p143~p.160)

CASE STUD

(Reference page

Y & DREAM DRILLS for HIGH HARDENED STEELS :p.161 ~ p.167)

9 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

1200

1000

800

600

Drilling Holes

400

200

TEST REPORT

YG-1

Competitor A

Competitor B

CUTTING CONDITION
- Tools : DREAM DRILLS-MQL TYPE
(20xD)

- Size : ¥6x@6x138%193

- Work Material : + AISI: 1045
+ JIS : S45C(HRc25)
+ DIN : C45

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

- SFM : 218 ft/min.

- Feed : .0075 inch/rev.

- Drilling Depth : 3.15”

- Coolant : Oil Mist (MQL Techniques)

FEATURES OF DREAM DRILLS F H 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.

TEST RESULT AGAINST COMPETITOR's DRILLS

TEST REPORT
250 T
= YG-1
—e— Competitor A / CUTTING CONDITION
200 - Tools : Dream Dirills
/ for High Hardened Steels
£ 150 ) 41 - Size: @10x@10x63x111
§ /“/ - Work Material : « AlSI: H13
I |~ - JIS : SKD11(HRc60)
/,//" + DIN : X155CrV-Mo12-1
- R.P.M :380 rev./min.
50 ] _ )
o  mtoa 1 " | - SFM : 39 ft/min.
of final wear land for the test product - - Feed : .0016 inch/rev.
0 T T T T T T

- Drilling Depth : .98” (2.5D)
- Coolent : Wet Cut

20 40 60 80 100
Drilling (Holes)

YG-1 (After Drilling 1,000 Holes)

YG-1 (After Drilling 100 Holes)




CASE STU DY g MULTI'1 DR"—LS (Reference page : p.177 ~ p.183)

CASE STU DY g COM BO TAPS (Reference page : p.363 ~ p.388)

. -7e- YG-1
Comparison of edge wear - Test | A Compstitor A
wear(um) wear(um)
400 400
A A
300 A A 300
7G
200 200 X 7S
yo—— 7% pﬂi
100 100
HOLES HOLES
2& DRILLED 2& DRILLED
100 200 300 100 200 300
1st 2nd
CUTTING CONDITION - Drilling Depth : .94"
- Work material : - AISI : 316 - Total Drilling(hole) : 300 Holes
- JIS : SUS316 - R.P.M : 600 rev./min.
+ DIN : X3CrNiMo17-13-3 - Feed : 4.3307 inch/min.
Comparison of edge wear - Test Il
wear(um) wear(um)
800
A
600 600 A
A A
400 7S 400 1S
G 2O
200 200
HOLES HOLES
2 DRILLED 2 DRILLED
100 200 100 200
1st 2nd
CUTTING CONDITION - Drilling Depth : .94~
- Work material : - AISI : D2 - Total Drilling(hole) : 200 Holes
- JIS : SKD11 - R.P.M : 600 rev./min.

« DIN : X155CrVMo12-1

- Feed : 4.3307 inch/min.

COMPETITOR A

@ COMBO - SPIRAL FLUTE

Cutting Condition

- Tools : Combo Spiral Flute Tap

- Size : M8x1.25

- Work Material : « AISI : 1045
« JIS : S45C(HRc35)
« DIN: C45

- Tapping Depth: .79”

- Coolant : Water Soluble Oil

- SFM (Tapping Speed) : 33 ft/min.

@ COMBO - SPIRAL POINT

Cutting Condition

- Tools : Combo Spiral Point Tap

- Size : M2x0.4

- Work Material : « AISI : 1045
« JIS : S45C(HRc35)
« DIN: C45

- Tapping Depth : .24~

- Coolant : Tapping Oil

- SFM (Tapping Speed) : 33 ft/min.

YG-1(Total Tapping 204 Holes)

Surface Roughness of Work Piece

204 Holes »

Surface Roughness of Work Piece

159 Holes »

COMPETITOR B (Total Tapping 204 Holes)

Surface Roughness of Work Piece

204 Holes b |

COMPETITOR A (Total Tapping 318 Holes)

Tool was broken after tapping 318 holes

COMPETITOR B (Total Tapping 103 Holes)

Tool was broken after tapping 103 holes




CASE STU DY g CBN END MlLLS (Reference page : p.589 ~ p.594)

CASE STU DY <& i-Xmill END MlLLS (Reference page : p.595 ~ p.611)

@ TEST | (Total Milling Length : 787 ft)

» Surface Roughness of Work Piece

5 CUTTING CONDITION (@1mm)

oo | I retpvrece) D v Tools : 2Flute, CBN Ball Nose End mill

4 Size : @1x@4x0.6x50

35 Work Material : - JIS : SKD11(HRc60)

3 + DIN : X155CrV-Mo12-1
328 « AISI: H13

2 Cutting Speed :309 ft/min.

s R.P.M : 30,000 rev./min.

' Feed : 59.06 inch/min.

°‘Z Milling Depth : .0004"

YG-1 Competitor A Competitor B Coolant : Qil Mist
Surface Roughness of Work Piece Machine : Machining Center

» Maximum Wear (/m)
YG-1 (19.611m) COMPETITOR A (32.249;m) COMPETITOR B

Tool was broken after
milling 100 meters

' TEST Il (Total Milling Length : 2,460 ft)

» Surface Roughness of Work Piece

CUTTING CONDITION (92mm)
¢ Tools : 2Flute, CBN Ball Nose End mill

) Ra(Average) (D Ry(Max)
Size : P2x@4x1.8x50

Work Material : - JIS : SKD11(HRc60)
2 + DIN : X155CrV-Mo12-1
- « AISI: H13
- Cutting Speed : 618 ft/min.
1 R.P.M : 30,000 rev./min.
Feed : 78.74 inch/min.
Milling Depth : .0004"
° YG-1 Competitor A Competitor B Competitor C COOIant : OII MISt

Machine : Machining Center

25

05

Surface Roughness of Work Piece

» Maximum Wear (/m)

YG-1 ' & COMPETITOR A '
(57.630:m) - I (100.314/m) A S 4

COMPETITOR B

COMPETITOR C
(71.471m) "

(170.200,m)
&>

@ j-Xmill - BALL :
YG-1 2-Xmill (Total Milling Length 620 ft)

300 — G YG-1

e \wn COmpetitor A
B ==B=== Competitor B

/

250

7
4/
/4

100 /?,//
=

Wear (um)

|
N /B,/ —
//e
07&S
0 95 295 620
Milling Length (ft)
CUTTING CONDITION Milling Depth : Axial : .0315
Tools : i -Xmill Ball Cutting Speed : 264 ft/min. Radial : .0630"
Size : 16xR8.0 R.P.M : 1,600 rev./min. Coolant : Oil Mist
Work Material : JIS : SKD61 (HRc50), Feed : 15.35 inch/min. Overhang : YG-1, Competitor B : 1.89"
DIN : X40GrMoV51(1.2344) Feed per tooth : .0047 inch/tooth Competitor A : 2.20”
AISI : H13 Milling Method : Side Cutting Machine : Machining Center

@ i-Xmill - CORNER RADIUS

250 — = YG-1
e \wn - COmpetitor A
mmBemm  Competitor B

YG-1 Z-Xmill (Total Milling Length 1476 ft)

200
- / COMPETITOR A (Total Milling Length 1476 ft)
—B -
50 T it — COMPETITOR B (Total Milling Length 1476 ft)
/G
076
0 492 984 1476
Miling Length (ﬂ) - .

CUTTING CONDITION

Tools : i-Xmill Corner Radius Cutting Speed : 918 ft/min. Milling Depth : Axial : .1181~
Size : ¥16 x R2.0 R.P.M : 5,570 rev./min. Radial : .0079"
Work Material : KS : KP4M (Mold steels HRc35) Feed : 87.80 inch/min. Coolant : Oil Mist

DIN : 40CrMnNiMo8-6-4(1.2738) Feed per tooth : .0079 inch/tooth Overhang : 2.76”

AISI : P20+Ni Milling Method : Side Cutting Machine : Machining Center




(Reference page

CASE STU DY L 2 i-SMART MODULAR I Y PE END M"_LS :p.613 ~ p.626) CASE STU DY L 2 X5070 END MILLS (Reference page : p.627 ~ p.660)
@ TEST REPORT @ Carbide 6 Flute 45° Helix End Mill for Hardened Steel
120 45— CUTTING CONDITION
—- i-Smart 4o |2 Competitor A Tools : 6Flute, X5070 45, Helix
§ 100 / —= Competitor A d Size : 316x@16x40x110
ko] . .
c —A&— Competitor A 35 Work Material : - AlSI: H13
3 & P /A - JIS : SKD61(HRc50)
g - DIN : X40CrMoV5-1(1.2344)
= 90 CUTTING CONDITION N Cutting Speed : 317 fmin.
40 Tools : 4Flute Corner Radius, @16, R1.0 \fi R.P.M: 1,92(3 rev./min.
Work Material : KP4M (HRc35 / AISI P20+Ni DIN 8 Feed : 35.91
1.2738 Improved) = Milling Method : Down & Side Cutting
20 Cutting Speed : 511 fymin, Milling Depth : Axial : .9449"
0 R.P.M : 3,100 rev./min. Cootant : Dry CRfd'a' +.0378
) . . : u
32 65 131 196 Feed : 11.02 inch/min. Overhang : 2.05"
Feed per Tooth : .0656 inch/tooth R
Milling Lengthe (ft) Milling Method : Down & Side Cutting Machine : Machining Center
Milling Depth : Axial : .4724" - e
Radial : .0314" .
Overhang/Coolant : 3.03"Wet Cut Miling Length (ft)
Machine : Machining Center LCV 650
» Cutting Edges YG-1

(Total Milling Length 328 ft)

YG-1 (Total Milling Length : 196 ft)

COMPETITOR A (Total Milling Length : 196 ft) COMPETITOR A
(Total Milling Length 328 ft)

COMPETITOR B (Total Milling Length : 196 ft)




CASE STU DY 4 4G M I LLS END MILLS (Reference page : p.661 ~ p.845)

CASE STUDY ¢ TitaNox-POWER END MILLS

o TEST REPORT (Ball)

— 76— YG-1
=== Competitor A
100
90 =
80 s
g
70 f‘/
60 //
,E\ /
2
~ 50
I
1)
g /
40 // /"/G
® ~
)i -, _—7G
30 / — i
20
/ 7&
10 /
076G
0 82 246 410 656 984

Total Cutting Length (ft)

YG:1 (Total Cutting Length : 984 ft)

Point part

CUTTING CONDITION

Tool : 2Flute, Carbide Ball End Mill

Size : @6x6x12x90

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

Cutting Speed : 426.7 ft/min.

R.P.M : 6,900 rev./min.

Feed : 32.68 inch/min.

Feed per tooth : .0024 inch/tooth

Milling Method : Profiling

Milling Depth : Axial : .0079”
Radial : .0472"

Coolant : Oil Mist

Overhang : 1.024”

@ TEST REPORT (Corner Radius)

80

—7e— YG-1
=—="== Competitor A

70

60

50

40

Wear (um)

30

95 190 380 570
Total Cutting Length (ft)

YG-1 (Total Cutting Length : 570 ft)

Peripheral teeth

CUTTING CONDITION

Tool : 4Flute, Carbide Corner Radius End Mill
Size : @10(R0.5)x10x25x100
Work Material : KP4M (HRc35 / AISI P20+Ni DIN 1.2738 Improved)
Cutting Speed : 169 ft/min.
R.P.M : 1,640 rev./min.
Feed : 7.09 inch/min.
Feed per tooth : .0011 inch/tooth
Milling Method : Down & Side Cutting
Milling Depth : Axial : .9842”
Radial : .0197”
Coolant : Oil Mist
Overhang : 1.614”

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

Wear Resistance (um)

70
B
60 5 Y
44
5 /
40 A
30 //
20
// —yG= YG-1
10 A Competitor A
B Competitor B
44
0 45 57

Cutting Length (ft)

CUTTING CONDITION

Size : F12(R1)x @12 x 26 x 80

Work Material : DIN : TiIAV6V4 (Titanium)
Cutting Depth : .470" (Axial Depth)
R.P.M : 1,591 rev./min.

Feed : 10 inch/min.

(Reference page
1 p.957 ~ p.976)

‘ Cutting Edges

B4/
Total Milling
Length : 57 ft

COMPETITOR A
Total Milling
Length : 53 ft

COMPETITOR B
Total Milling
Length : 53 ft

Milling Method : Slotting
Coolant : Wet Cut
Overhang : 1.41"

Machine : Machining Center

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

Wear Resistance (m)

60 ‘ Cutting Edges
50 A
£/ 4
. /
0 /A/ B
30 - H— 7%
K //
7S COMPETITORA
20 B
= YG-1
10 e Competitor A
B Competitor B
& COMPETITOR B
0 6 26 52

Cutting Length (ft)

CUTTING CONDITION

Size : @12 x @12 x 26 x 83

Work Material : DIN : TIAV6V4 (Titanium)
Cutting Depth : .470" (Axial Depth)
R.P.M : 1,591 rev./min.

Feed : 15.669 inch/min.

Milling Method : Down & Side Cutting
Axial Depth : .710"

Radial Depth : .141"

Coolant : Wet Cut

Machine : Machining Center




CASE STU DY ¢ V7 PLUS A END MlLLS (Reference page : p.977 ~ p.1015)

CASE STUDY ¢ D-POWER CFRP END MILLS &

© TEST | - 4 Flute vs Competitor

CUTTING CONDITION

Tools : 4 Flute, V7 PLUS A
Wear(um) : V7 PLUS A 83.518
Competitor 203.381
Milling Length(inch) : 160
Size : 310 x @10 x 22 x 72
Work Material : - AISI : 1045
- JIS : S45C(HRc30)
-DIN : C45
Cutting Speed : 754 ft/min.
R.P.M : 7,324 rev/min.
Feed : 57.64 inch/min.
Feed per tooth :.002 inch/tooth
Milling Method : Down & Side Cutting
Milling Depth : Axial : .394
Radial : .118
Coolant : Wet Cut
Overhang : 1.339
Machine : Machining Center

4G~ YG-1
~—®-— Competitor
250
8 225
T 200
= 175 °
150
125 5
100 ® e
75 T "/G//I/G -
50 /'I/‘G
25 7S
e |
0 16 64 96 128 160
Milling Length (ft)
V7 PLUSA
COMPETITOR

9 TEST Il - 6 Flute vs Competitor

CUTTING CONDITION

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

Milling Length(inch) : 1,181

Size : J12(R1) x 92 x 26 x 83

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

Cutting Speed : 914 ft/min.
R.P.M : 7,392 rev/min.
Feed : 295.08 inch/min.
Feed per tooth :.007 inch/tooth
Milling Method : Trochoidal Cutting
Milling Depth : Axial : .945

Radial : .024
Coolant : Wet Cut
Overhang : 1.417
Machine : Machining Center

G- YG-1
——@—  Competitor
’g‘ 140 Chioi
- pping S
3 120
=
100 /
80 /
/ Yo——— YS
60
II/
40
20 /(<2
0 393 787 1.181
Milling Length (ft)
V7 PLUS A

COMPETITOR

@ TEST | - DUAL HELIX

YG-1
180 Competitor
160 v
7
140 — CUTTING CONDITION
120 Tools : 4 Flute, D-Power Dual Helix
B 100 / Size : ¥6(R0.5)x@6x12x65
= e _— Work Material : CFRP
g & - — —— R.P.M : 7,960 rev./min.
60 / Feed : 45.87 inch/min.
7 / . . 4
e Cutting Depth : Axial : .24
40 e Radial : .09’
20 Coolant : Dry Cut
0 Overhang : 1.14
0 26 52 78 104 131 157 183 209 236 262 Milling Method : Side Cutting
Milling Length (ft) Machine : Machining Center
YG-1

(Total Milling Length 262ft)

COMPETITOR
(Total Milling Length 262ft)

@ TEST I1- 4 FLUTE, FINISH

700 —_— YG-1
600 Competitor
50 | CUTTING CONDITION
e AT Tools : 4 Flute, D-Power
§ 400 = Size : ¥12x(312x36x100
5 7 | Work Material : CFRP
g 300 = P R.P.M : 5,310 rev./min.
200 Feed : 50.19 inch/min.
Cutting Depth : Axial : .47
100 4 ] Radial : .05
Coolant : Dry Cut
0 Overhang : 2.20°
0 65 131 196 262 328 393 459 Milling Method : Down & Side Cutting
Milling Length (ft) Machine : Machining Center

YG-1
(Total Milling Length 459ft)

COMPETITOR
(Total Milling Length 459ft)




(Reference page

CASE STUDY L 2 ONLY ONE COATED PM60 END MILLS 1 p. 1171~ p.1186) CASE STUDY 4 SINE'POWER END M"—LS (Reference page : p.1187 ~ p.1191)

@ 4 Flute Square End Mill, S45C

CUTTING CONDITION

Tool : Only One Coated PM60/Coated Normal Carbide
Size : @10x@310x22x72/810x310x22x70

Work Material : - AIS| : 1045 (Coated PMG0) Material HSS Co8%
AT TSN 92”(R.125”) x 22” X 4” X 7-3/4”
-DIN : C45 No. of Flute 6
. ) Coated :
R.P.M : 2,750 rev/min. Normal Coating Uncoated

Feed : 20.47 inch/min.
Milling Method : Down & Side Cutting
Milling Depth : Axial : 127
Radial : .04”
Coolant : Wet Cut

Machine : Machining Center Milling Method Slotting | Profiling
100 Material Ti6Al4V (Titanium)
Carbide Coolant Wet Cut
Qs one RPM 100 rev./min. 100 rev./min.
(Coated PNiG0) Feed 2 IPM 3.15~ 4.2 IPM
Axial Depth 1-1/2 inch 1-1/2 inch

9 4 Flute Square End Mill, S45C

CUTTING CONDITION
Tool : Only One Coated PM60/Coated Normal Carbide

Size : F10xP10x22x72/010xB10x22x70 QnLy oNE
Work Material : - AISI : 1045 (Coated PM60)
-JIS : S45C
- KS : SM45C
-DIN : C45

R.P.M : 2,750 rev/min.
Feed : 20.47 inch/min.
Milling Method : Down & Side Cutting
Milling Depth : Axial : .39”
Radial : .04”
Coolant : Wet Cut
Machine : Machining Center

Cutting Edges Condition

QnLy ONE

Carbide

‘e 150

Wear Land (um

Milling Length (ft)

Cutting Edges Condition

Coated
Normal
Carbide

N
o
o

Wear Land (um)

aOm

Coated
Normal
Carbide

50

QnLy oNE
(Coated PM60)
°3 : : : |

0 8.0 16.0 24.0 31

Milling Length (ft)

@ HSS C0 8% 6 FLUTE END MILLS

Q%-PDWER

Radial Depth 2 inch

0.1~ 0.2 inch

Feed/Tooth .0018 inch/tooth

.0053 ~ .007 inch/tooth

The above cutting conditions achieved 5 hours of machining

%-PDWER SPECIFIC GEOMETRY DESIGN HELPS
OUR CUSTOMERS TO INCREASE THEIR PRODUCTIVITY
BY 15% IN TITANIUM MACHINING.




Global Cutting Tool Leader YG-1

DRILLING
TOOLS

i-DREAM DRILLS, CARBIDE INSERTS

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 - MQL TYPE
(with Coolant Holes)

SOLID CARBIDE DREAM DRILLS FOR HIGH HARDENED STEELS
STANDARD CARBIDE DRILLS

HSS-PM MULTI-1 DRILLS

PREMIUM HSS HPD STRAIGHT SHANK DRILLS

HSS GOLD-P DRILLS

HSS STRAIGHT SHANK DRILLS

HSS AIRCRAFT DRILLS

HSS SILVER & DEMING DRILLS

HSS MORSE TAPER SHANK DRILLS

HSS (8% Cobalt) NC SPOTTING DRILLS

HSS COMBINATION DRILL & COUNTER SINK / CENTER DRILL
CARBIDE & HSS-PM SPADE DRILLS

TECHNICAL DATA

& YG-1CO, LTD.



Contents / DRILLING TOOLS

i-DREAM

i-DREAM DRILLS
DRILLS

For General Steels and Stainless Steels

SOLID CARBIDE DREAM DRILLS - GENERAL (with & without Coolant Holes) Bgﬁg

For General Purpose HRc30 to HRc50 -GENERAL

SOLID CARBIDE DREAM DRILLS - HIGH FEED (with Coolant Holes) DRILS

For Carbon Steels, Alloy Steels and Cast Iron HIGH FEED
CARBIDE INSERT DRILLS SOLID CARBIDE DREAM DRILLS - FLAT BOTTOM (without Coolant Holes) DR

Just ONE Dirill - 180 Degree Point Angle for Horizontal Surface and Sloped Surface -FLAT BOTTOM

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

SOLID CARBIDE DREAM DRILLS - ALU (with Coolant Holes)

For Aluminum and Aluminum Alloys

SOLID CARBIDE DRILLS SOLID CARBIDE DREAM DRILLS - MQL TYPE (with Coolant Holes)

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

SOLID CARBIDE DREAM DRILLS for HHGH HARDENED STEELS
For High Hardened Steels HRc50 to HRc70

STANDARD CARBIDE DRILLS CARBIDE
For General Purpose, 118° Point DRILLS

HSS-PM MULTI-1 DRILLS

For Multi Purpose Particularly for Stainless Steels and Titani

HPD DRILLS

For General Steels and Stainless Steels

MULTH-1
DRILLS

HPD DRILLS

HSS GOLD-P DRILLS
Gold-P Coating

HSS DRILLS HSS STRAIGHT SHANK DRILLS

For General Purpose

GOLD-P
DRILLS

AIRCRAFT DRILLS
6 and 12 inch Length Drills

SILVER & DEMING DRILLS
118° Split Point, 3 Flat Black and Gold

HSS MORSE TAPER SHANK DRILLS

CARBIDE & HSS-PM SPADE DRILLS _ | ForGeneml RUpcee
HSS (8% Cobalt) NC SPOTTING DRILLS
TECHNICAL DATA

AIRCRAFT
DRILLS

NC SPOTTING

Centering and Chamfering of Holes DRILLS

HSS COMBINATION DRILLS & COUNTER S
Regular and Long Lengths

CARBIDE & HSS-PM SPADE DRILLS _ _
Carbide for Long Tool Life, and HSS-PM for General Machines and Large Diameters DRILLS

Higher Productivity than Other Drilling Tools

776G YG-1CO, LTD. TECHNICAL DATA

TECHNICAL
DATA




DRILLING TOOLS APPLICATION TABLE

INSERT

SIZE
ITEM DESCRIPTION PAGE
MIN MAX
Y03 Insert for General Purpose (122)4 1(1?]())0 44~49
i-Dream Drills
YI3 Insert for Stainless Steels 4724 1.2500 44~49
(#A) (#)
S01~S08 HSS M4 Insert 7031 4.5000 | 272~275
(#1) (#8)
S06~S08
.3740 4.5000 ~
(SM08) Super Cobalt T15 Insert ) #8) g;g~§g§
S11~514 Primium cobalt M48 Insert (;Z(‘;O 1(:;725;0 283~285
Spade Drills $21~823 Carbide C2, C5, C3 Insert 3740 1.8750 | 286~290
(#Y) (#3)
S$26~S28 : 3740 1.8750 | 286~290
(SM28) Carbide C5 Insert (P40) () #3) 206~297
S16~518 , 3740 1.3780 .
Carbide C3 Insert (K10) ) #2) 286~290
SF05 3750 1.3750 208
SF15 Super Cobalt T15 Flat Bottom ) #2)

32 - phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yg1lusa.com

Non-

O : Excellent O : Good

%l,{:%? Carbon Steels Alloy Steels High Alloyed steels Structural Steels Tool Steels St;ggé?sss CastIron Aluminum CAlol‘:J‘;,gr
Machining
Steels
~HRc24 ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRc37~ ~HRc24 HRc24~ ~HRc13 HRc13~ ~HRc28 ~HRc19  HRc19~ ~HRc8 ~HB110
(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HB350~) (-HB250) (HB250~) (~HB200) (HB200~) (-HB275) (-HB220) (HB220~) (~HB180)
© © @) © © © @) © © 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
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DRILLING TOOLS APPLICATION TABLE SOLID

O : Excellent O : Good

INCH / SIZE Carbon Alloy Prehardened Hardened Steels

ITEM MODEL METRIC LENGTH MIN MAX PAGE Steels Steels Steels Stsatlgleelsss Cast Iron Aluminum Copper Bronze CFRP Titanium
~HB225  HB225~325 HRc30~45 HRc45~55  HRc55~
DH416
DH711 Inch Short(3XD) D1/8 | D5/8 58 O © © O O
DH418
DH712 Inch Long(5XD) D13/64 | D1/2 60 © © © O @)
DH414 Inch Stub(3XD) D1/8 | D5/8 61 O © © O O
DH722 Inch Long(5XD) D13/64 | D1/2 62 © © @) O O
DH406 Metric Short(3XD) D3.0 | D20.0 63 O © © O O
DREAM DRILLS-GENERAL
DH408 Metric Long(5XD) D1.0 | D20.0 67 ©) © @) O O
DH421 Metric | ExtraLong(8XD) | D3.0 |D20.0 72 ©) © © O O
DH404 Metric Stub(3XD) D3.0 |D20.0 76 ©) @) @) O O
DH423 Metric Short(3XD) D3.0 | D20.0 78 © © © O O
DH424 Metric Long(5XD) D1.0 |D20.0 83 © © © O O
DGR493
DGRA49%6 Inch Short(3XD) 1969 | .7874 94 © © O © O
DREAM DRILLS-HIGH FEED DGR495
DGRA497 Inch Long(5XD) 1969 | .7874 98 O © O © O
DREAM DRILLS-FLAT BOTTOM| DPP47 el Metric | Short(2xD) ~ |D30 D200 | 106 © © © O O © O O
DH463
DH714 Inch Stub(3XD) D1/8 | D5/8 114 © © @) © O @)
Bhats Inch Long(5XD)  |D13/64 D12 | 116
DH715 9 ©) @) O © O O
DREAM DRILLS-INOX DH451 Metric Short(3XD) 181 | 7874 | 117 © © @) © O @)
DH452 Metric Long(5XD) 0394 |.7874 | 122 @) © O © O O
DH453 Metric | ExtralLong(8XD) |.1181 |.7874 | 127 © © @) © O @)
DGE466
DGE718 Inch Long(5XD) D13/64 | D1/2 136 ©
DREAM DRILLS-ALU
DGE433 Metric Long(5XD) 1181|7874 137 O
DH510 Metric | Extra Long(10XD) |D3.0 |D14.0 | 146 © O @) O
DH515 —scsasmo | Mefric | ExtralLong(15XD) |D3.0 |D12.0 | 149 @© O O O
DH520 Metric | Extra Long(20XD) |D3.0 |D12.0 | 152 © © @) O
DHM10 | so——mscsasososasase | Mefric | Extralong(10XD) D3.0 | D140 | 155 @© O O O
DREAM DRILLS-MQL TYPE
DHM15 escmasa | Mefric | ExtralLong(15XD) |D3.0 |D12.0 | 155 O O O O
DHM20 Metric | ExtralLong(20XD) |D3.0 | D120 | 156 @© O O @)
DHM25 Metric | Extra Long(25XD) |D3.0 |D10.0 | 158 © (©) O O
DHM30 Metric | ExtraLong(30XD) |D3.0 | D8.0 129 @© @© O @)

34 - phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yg1lusa.com phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yglusa.com * 35§




DRILLING TOOLS APPLICATION TABLE

ITEM MODEL MRCHL LENGTH . SIZ& | hGE
DH501 | e———— Inch 5 D1/8 |D3/4 | 164
DREAM DRILLS
For HIGHHARDENED STEELS | 1)) | o Metric - D10 D140 166
ggﬂ% ———aapoogs | Metric Jobber #56 #1 172
D5413
STANDARD CARBIDE DRILLS DH413 [—————— 3= 3= 2= 2] Inch Jobber A Z 173
D5417
[——————— 3= 2 — 2~ 2]
DH417 Inch Jobber D3/64 | D1/2 174
CDRAQS | me—i Inch - D3/32 D12 | 180
MULTI-1 DRILLS CDRADS | se—fap Inch - #5 | # 181
CDRAD7 | e Inch - B Z 182
DJ543 | Metric Stub D20 D130 | 188
HPD DRILLS
DJ544 |/ | \etric Jobber D20 |D20.0 | 190
D1GP182
(S S
D8182 Inch Jobber D3/64 |D3/4 198
DIGP139 | eSSt Inch Jobber A Z 199
DIGP138 | SN Inch Jobber #56 #1 200
D2GP185 | =S Inch Jobber D3/64 | D1/2 201
D2GP186 | SN Inch Jobber A Z 202
GOLD-P DRILLS D2GP187 | NS | Inch Jobber #56 #1 203
D2GP511 | eSS Inch Jobber D5/64 | D1/2 204
DLGP513 | e Inch Jobber A Z 205
DLGP512 = ST Inch Jobber #47 #1 206
DLGP195 Metric Jobber D1.0 D13.0 207
DLGP506 Metric Jobber D2.0 D13.0 209
D1118 Inch Screw Machine D3/64 | D1/2 218
D1115 Inch Screw Machine  |A Z 219
D1119 Inch Screw Machine #60 #1 220
D2146 .
STRAIGHT SHANK DRILLS D4146 Inch Screw Machine | D3/64 | D1/2 221
i inch | ScrewMachine |A |z 222
D2148 .
D4148 Inch Screw Machine | #60 #1 223
DN514 Inch Screw Machine D3/32 |D1/2 225

36 - phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yg1lusa.com

©: Excellent O Good
I I v -

~HB225 ~ HB225~325 HRC30~45 HRCA5-55  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 O O
© ©) O O O O
© © O O O
© ©) O O O
© © O O O
© © O

phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yglusa.com
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DRILLING TOOLS APPLICATION TABLE

INCH /

SOLID

SIZE

ITEM MODEL LENGTH PAGE
METRIC MIN MAX
DN516 | == Inch Screw Machine  |A Z 226
DN515 | == Inch Screw Machine | #47 | #1 227
STRAIGHT SHANK DRILLS S
DX517 eSS SSSSESE | Inch Taper Length D5/64 |D1/2 228
DM07 | Metric | Screw Machine | D1.0 |D31.0 | 229
Doty | ———eIseISS | Inch | Extensionlength |DS64 D12 | 240
DL602 .
[y
DL605 Inch Extension Length | A z 241
P c————se=semseS | Inch | Exensonlength |#43 | # 242
AIRCRAFT DRILLS ST
_— IS i
D1634 Inch Extension Length | D5/64 | D1/2 243
DY e——SSeESCESSE | Inch | Exensonlengh (A |Z 244
D6 | O ——— R i
D1636 Inch Extension Length | #43 #1 245
SILVER & DEMING DRILLS D1191 | Inch - D12 | D112 | 250
MORSE TAPER SHANK DRILLS | D121 |-EEEEENO@ReSS | |ch - D12 | D212 | 256
D2N90(90") | ———— Inch - D18 | D1 262
NC SPOTTING DRILLS
D2N9O(120°) Inch — D1/8 | D1 262
COMBINATION DRILL & — _
COUNTER SINK/ CENTER DRILL | D1€90 Inch D364 |D7/32 | 268

38 - phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yg1lusa.com

. 0 : Excellent O Good

Seds  Seak Seos . HardenedStes SIaniess  Gastlon  Aluminum  Copper  Bronze  CFRP  Titanium
-HB225 ~ HB225-325 HR30-45 HRo45-55  HRoS5~

© © 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 O O O O
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CARBIDE INSER’

GIbaICttig Tool Leader YG-1 il y - - Dream Drills

- For Steels and Stainless Stee =___



SLE CTION GUIDE i-DREAM DRILLS, CARBIDE INSERT

O : Excellent O : Good

%Irggég Carbon Steels Alloy Steels High Alloyed steels ~ Structural Steels Tool Steels Stainless Castlron Aluminum ~ CoPPer
ITEM MODEL DESCRIPTION PAGE Mg%ir?isng Stees Hlore
(ZESZE‘S) (ZEE‘S?% (EE%SI) (IHE%% (HES%Z) (ZEE‘%%) <H§§§SZ) (ZE§§§3) (ESZE‘(%Z) (::E%S) (HE%SI) (ZEE‘%% (::Eg;g) &SZ%S; (:I-ll-II;CB%) e
YO3A /YO03B 1-Dream Drills General 44 ©) ©) © @) © © © © © ©) © © @)
YI3A /YI3B J= ' 1-Dream Drills INOX 44 o | o @) O @) © o | o
YO03B / YO3C 1-Dream Drills General 45 ©) © © @) © © © © © © © © @)
YI3B / YI3C g ' i-Dream Drills INOX 45 o | O O O O © O | O
YO03C /YO3D 1-Dream Drills General 46 ©) ©) © ©) © © © © @ © © © @)
YI3C / YI3D g ' 1-Dream Drills INOX 46 O O O O O @) O | O
YO3E / YO3F 1-Dream Drills General a7 ©) ©) © @) © © © © © © © © ©
YI3E / YI3F K : 1-Dream Drills INOX 47 O O O O O @) O | O
YO03G / YO3H 1-Dream Drills General 48 ©) © © ©) © © © ©) © © ©) ©) ©)
YI3G/ YI3H - : 1-Dream Drills INOX 48 O O O O O © O O
Y031/ Y03J 1-Dream Drills General 49 © © © © © © © © @) © © © ©
YI31/YI13J K ' 1-Dream Drills INOX 49 o | O O O O © o | O
RECOMMENDED CUTTING CONDITIONS 50

Comparison with Split Point Drill, Spade Drill & Dream Dirill

Solid Tool Insert Tool Solid Tool Insert Tool

Normal Split Point Drill Spade Drill . Dream Drill i-Dream Drrill

42 * phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yg1usa.com phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yglusa.com * 43




CARBIDE

i-DREAM
DRILLS

“ | YO3A / YI3A seues
I/G YO3A / YI3A seres

i-DREAM DRILL INSERTS & HOLDERS

-Dream Drrills

YO3B / YI3B scres

) o B - Features of 7 -Dream Drill Holders

» Secure a_n_d accurate seating resulting in accurate repeatability and b Special Alloy Steels that maintains its hardness and toughness
concentricity. under high temperatures with generous coolant holes for effective

i-Dream Drill General coolant flow.

» For most steel materials » Innovative surface treatment that improves wear resistance and

i-Dream Drill INOX rgduces corrosion. ) ) ) ) )

» For tough, ductile materials and stainless steels » High Performance flute design allowing maximum chip evacuation

» Light, sharp cutting edge and minimum interference.
» Minimize cutting forces

- Features of 7-Dream Drill Inserts

» Reduce built-up edge 140° - il - .
R ,
€2 — O
- @HD
(_cutting conditions : p.50~51 )
Unit : Inch
TIAIN  TiCN h7 Length| Fionder Diameter Eg:;tl:\ "Dia DDr:elllal{]hg Egr?;?u Sorow
(mm) General INOX dec. inch/mm ! HD SD L2 FD L1 L3 Ref. No.
CIE LT ey
Vo30S YI3A0S 4843 1apn | BD  ZA0501 4528 3/4 2 1 223/64513/32
7D  zA0701 35/16 6-11/32
YO3A04 YI3AD4 .4844 31/64
YO3A05 YI3AO5 .4921 12.50 TA1213
YO3A0E YI3ADE 4961 12.60 | 3D ZAO302 115/32 41,2
A o307 vizao7 5000 1 /2 | 5D zAOS02 .4724 3/4 ) 1 229/64531/64
01200 YOSAOB YI3A08 .5039 12.80 | 7D ZAO702 3-7/16 B-15/32
¢13.99 YO3A0S YI3A0S 5079 12.90
Yogmo Y'gmo '5112 3133%0 3D ZzA0303 1-17/32 4-37 /64
3%;2” :832:; i:aﬁ:; ':127 13/ 2; 5D ZAO503 .4921 3/4 ) 1 29/16 519/32
: : 7D  zA0703 3-37/64 65/8
YO3A13 YI3A13 5312 17/32
YO3A14 YI3A14 5315 13.50 TA1314
YO3A15 YI3A15 .5354 13.60 | 3D ZA0O304 1-19/32 4-39,/64
YO3A16 YI3A16 .5394 13.70 | 5D ZA0O504 .5118 3/4 2 1 221/32543/64
YO3A17 YI3A17 5433 13.80 | 7D  ZAO704 3-23/32 647,/64
YO3A18 YI3A18 .5469 35,64
B YO3BO1 YI3BO1 5512 14.00
g 22 1220 ST (14301 |
to 5D ZzBO501 .5315 3/4 ) 1 23/4 513/16TB1415
1599 YO3BO4 YI3BO4 5625 9/16 | . o o . 55/64/6.50/64
4mm YO3BO5 YI3BO5 .5630 14.30
Thick  yp3BoE YI3BOE .5669 14.40

O : Excellent O Good

Non-
alloyed .
S't:eree(l_)s, Carbon Steels Alloy Steels High Alloyed steels  Structural Steels Tool Steels Stéatlgé?sss Cast Iron Aluminum CA?l%F;gr
Machining
Steels
~HRc24 ~HRc28 HRc28~ ~HRc28 HRc28~ ~HRc37 HRe37~ ~HRc24 HRc24~ ~HRc13 HRe13~ ~HRo28 ~HRc19 HRe19~ ~HRc8 4 oiq0
(~HB250) (~HB275) (HB275~) (~HB275) (HB275~) (~HB350) (HB350~) (~HB250) (HB250~) (~HB200) (HB200~) (~HB275) (~HB220) (HB220~) (~HB180)
Y3x| O ©) ©) ©) ©) ©) ©) ©) ©) ©) ©) ©) ©)
Y3« | O O O O O © O O

44 - phone:+1-800-765-8665, Technical Support : 888-868-5988, www.yg1usa.com

YO3B / YI3B scris

-Dream Drrills

7o

i-DREAM DRILL INSERTS & HOLDERS

YO03C / YI3C scres

- Features of 7-Dream Drill Holders

- » Special Alloy Steels that maintains its hardness and toughness
concentricity. under high temperatures with generous coolant holes for effective

i-Dream Drill General coolant flow.

» For most steel materials » Innovative surface treatment that improves wear resistance and

i-Dream Drill INOX reduces corrosion.

» For tough, ductile materials and stainless steels » High Performance flute design allowing maximum chip evacuation

» Light, sharp cutting edge and minimum interference.
» Minimize cutting forces

- Features of 7-Dream Drill Inserts
» Secure and accurate seating resulting in accurate repeatability and

» Reduce built-up edge 140° T il - ;
@ L2 L1
- @HD
( cutting conditions : p.50~51 ]
Unit : Inch
Series Insert EDP No. m Diameter Shank Flange Drilling | Overall Torx
Range [ 7\IY TiCN h7 Length| Fioder Length | Dia. Depth | Length | Screw
(mm) General INOX dec. inch/mm : HD SD L2 FD L1 L3 Ref. No.
YO3BO7  YI3BO7 .5709 14.50
YO3B08 YI3BO8 5748 1460 | o0 200302 1-23/32451/64
YO3B0S | YI3B09 .5781 87)84 5D ZB0502 .5512 3/4 2 1 2-55/64 5-15/16 TB1415
. 7D ZB0O702 4 7-5/64
YO3B10 YI3B10 .5827 14.80
B YO3B11 | YI3B11 .5906 15.00
YO3B12 YI3B12 .5938 19/32
/ 3D ZB0O303 1-49/64 4-7/8

¢1%OO Y03B13 YI3B13 .5945 15.10

¢15.99 YO3B14 YI3B14 .5884 15.20

YO3B15 YI3B15 .6024 15.30

4mm YO3B16 YI3B16 .6094 39/64 TB1516

Thick ' yo3B17 YI3B17  .6102 15.50
YO3B18 YI3B18 .6142 15.60 | 3D ZB0304

YO3B19 YI3B19 .6181 15.70 | 56D ZB0504 .5906 3/4 2 1
YO3B20 YI3B20 .6220 15.80 | 7D ZB0O704

YO3B21 YI3B21 .6250 5/8

YO3CO01 YI3CO1 .6299 16.00

C Yo3co2 YI3co2 6335  16.09 | 3D  ZC0301

5D ZB0503 .5709 3/4 2 1 2-61/64 6-3/64
7D ZB0O703 4-8/64 7-15/64

1-53/64 4-29/32
3-3/64 6-1/8
4-17/64 7-11/32

1-57/64 4-61/64

o160 YO3CO3 YI3CO3 6378 16.20 | 5D ZCO501 6102 3/4 2 1 35,32 67/32
t0 | YO3CO4 YI3CO4 .6406 41,64 | 7D  ZCO701 413/32715/32
$17.99 yozscos viI3cos 6417  16.30

1-61/64 5-1/32
3-1/4 6-21/64
4-35/64 7-5/8

45mm YO3CO06 YI3CO06 .6496 16.50 | 3D ZCO302
Thick YO3CO7 YI3CO07 .6562 21,/32 | 5D ZCO502 .6299 3/4 2 1
YO3CO08 YI3CO08 .6614 16.80 | 7D ZCO702
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“  YO3C / YI3C seues
I/G YO03C / YI3C seres

i-DREAM DRILL INSERTS & HOLDERS

-Dream Drrills

YO3D / YI3D scres

) o B - Features of 7-Dream Drill Holders

» Secure a_n_d accurate seating resulting in accurate repeatability and b Special Alloy Steels that maintains its hardness and toughness
concentricity. under high temperatures with generous coolant holes for effective

i-Dream Drill General coolant flow.

» For most steel materials » Innovative surface treatment that improves wear resistance and

i-Dream Drill INOX rgduces corrosion. ) ) ) ) )

» For tough, ductile materials and stainless steels » High Performance flute design allowing maximum chip evacuation

» Light, sharp cutting edge and minimum