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Cuctema o603HaueHuns ceepn
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BeBeaeHue B npoaykr
> Fist edge

<

L "leTblpe pexyuwune KPOMKH, BbICOKAA IKOHOMUYHOCTD.

® PelKyLan KPOMKaA € NaTEHTHOM 3aLLUTOIA.
® To/bKO OAWMH TUN NNACTUH ANA LLEHTPaNIbHOro U
nepudepuiiHoro nonoxkeHus, obneruaer o6cnykmBaHme.

® [logxoguT ana pasNnUyHbIX MaTepUanos.

® Ot/nyHan npon3soanTeNIbHOCTb 6narop,apﬂ

onTuMmu3sn pOBaHHOﬁ KOHCTPYKUUU ceepna.
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3ameHumo ¢ T-Drill komnanuun Taegutec n ZTD
KomnaHuu ZZC

YeTbipe peyLmue KpOMKHM, BbICOKAA
9KOHOMMYHOCTb

TONbKO OAMH TUM NNACTUH ANA LLEHTPAIbHOM U
nepudepuiiHoit obnactu.

Moaxoaut ansa Pa3sINYHbIX mMaTepuanos.

YBeNInYeHHbIN CPOK cny6bi co cnnasom GA4230.

® Yetbipe pexylime KPOMKU, NepemeHHan
NOBEPXHOCTb peKyLieil KPOMKM.

® TonbKoO OAMH TUN NNACTUH ANA LLEHTPANbHOIA
1 nepudepuitHoit obnactu.

® [oaxoauTt AnA pasNAUYHbIX MaTepuanos.

® OT/1M4YHaA Npou3BOAUTENBHOCTb 6aarogapsa

KOHCTPYKLMU cBepAa.

Pexxywine
3epHo MNokpbiTne XapakTepucTnkm
napameTpbl

® AICrN nokpbiTe Ha ocobo

MeJIKON OCHOBe.
Monyuncrosas -

GA4225 | Monyueprosas ® [loaxoaut ansa ceepieHuns

matepuanos rpynnel P n K co
CpeAHen N HU3KOW CKOPOCTbHO

pe3aHus.
® TiAIN* nokpbiTve obnagaet

OT/INYHOM TEPMOCTOMKOCTBIO U

MonyumncroBas CTONKOCTbIO K OKUCAEHWUIO.

GA4230
- YepHoBas

® [loaxoauT ans cBep/ieHns

matepuanos rpynnel P, K, npwu

Pa3/INYHbIX YCIOBUAX pe3aHNA.
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— XTC

® OnuncaHne npoAykKrta
> Fist edge

® [nacTuHbI

Pasmepbl (mm) Auana3oH
Koa ana 3akasa : - AMaMETPOB Hanuuue
QPMGO7T306-DP GA4230 7.94 3.2 0.6 2.85 ©22.6~D27.0 o
QPMG09T308-DP GA4230 9.7 3.5 0.8 35 ©27.1~®33.0 o
QPMG110408-DP GA4230 11.5 4.76 0.8 4.4 ®©33.1~D40.0 o

P HO,ILXOI[I/IT /I pa3/IMIHbIX MaTe€pUaaI0B

® Cesepna

Pasmepbl (mm)

Kop, ana 3akasa Hanuuue MnacTuHbl
di Ls Le
D23 GHD-230-3D-FC25- Q07A | 23.0 | 25 32 56 69 49 | 125 [
D24 GHD-240-3D-FC32- Q07A | 24.0 | 25 32 56 71 51 | 127 [
D25 GHD-250-3D-FC32- Q07A | 25.0 | 25 32 56 73 53 | 129 [ QPMGO07T306
D26 GHD-260-3D-FC32- Q07A | 26.0 | 32 42 60 81 56 | 141
D27 GHD-270-3D-FC32- Q07A | 27.0 | 32 42 60 83 58 | 143 [
D28 GHD-280-3D-FC32- Q09A | 28.0 | 32 42 60 85 60 | 145 [
D29 GHD-290-3D-FC32-Q09A | 29.0 | 32 42 60 87 62 | 147 o
®30 GHD-300-3D-FC32-Q09A | 30.0 | 32 42 60 89 64 | 149 o
®31 GHD-310-3D-FC32-Q09A | 31.0 | 32 42 60 91 66 | 151 o APMGO3T308
D32 GHD-320-3D-FC32-Q09A | 32.0 | 32 42 60 93 68 | 153 o
D33 GHD-330-3D-FC32-Q09A | 33.0 | 32 42 60 95 70 | 155 o
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®34 GHD-340-3D-FC40- Q11A | 34.0 | 40 48 70 | 101 | 73 | 171

®35 GHD-350-3D-FC40-Q11A | 35.0 | 40 48 70 | 103 | 75 | 173

36 GHD-360-3D-FC40- Q11A | 36.0 | 40 48 70 | 105 | 77 | 175

37 GHD-370-3D-FC40-Q11A | 37.0 | 40 48 70 | 107 | 79 | 177 QPMG110408

D38 GHD-380-3D-FC40- Q11A | 38.0 | 40 48 70 | 109 | 81 | 179

D39 GHD-390-3D-FC40-Q11A | 39.0 | 40 48 70 | 111 | 83 | 181

40 GHD-400-3D-FC40- Q11A | 40.0 | 40 48 70 | 113 | 85 | 183

Note:
’  B03MOXXHO IIpefIOCTaB/IeHNe MHCTPYMEHTA [/ TeCTMPOBaHMsA

*  JloCcTyIIHO M3TOTOB/IEHNE U HATIMYNe CBEPII C [INHOI
2D/3D/4D or mramverpa.

» Square edge

® [nacTuHbI

Pazmepbl (mm) [lnanazoH
Koa ana 3akasa
t r AnameTpos

GA4230

SPMGO050204-DP 5.0 2.38 04 2.2 ®13.0~P15.0 (]
GA4225
GA4230

SPMGO060204-DP 6.0 2.38 0.4 2.6 ®16.0~D21.0 o
GA4225

Note:

% Bsammosamensemo ¢ T-Drill kommanum
Taegutec u ZTD xommnanuu ZZC

X HO,IIXOI[I/IT I pa3NYHbIX MaTepUaaoB
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XTC

» Multistage edge

® [nacTuHbl

Pasmepbl (mm) [lManasoH
Kop ana 3aKkasa Hanuuune
t r AnameTpoB
SPMT050204-DP GA4230 5.0 2.38 0.4 2.2 ©14.0~D16.9 (
SPMT060204-DP GA4230 5.8 2.38 04 2.6 ©17.0~P20.0 ([
Note:

X KpOMKa BBIINIO/THEHA B BUJE JIOMaHOW IMHUM

X HOI[XOI[I/[T 711 pa3/INYHbIX MaTEPUATIOB

® Drill

Dimension(mm)
Ordering Code Insert
d L L; L

D14 GHD-140-3D-FC20- SO5B 140 | 20 25 50 46 58 | 134 o SPMT050204
D17 GHD-170-3D-FC25- S06B 17.0 | 25 32 56 54 70 | 136 o
18 GHD-180-4D-FC25- S06B 18.0 | 25 32 56 59 39 | 115 o SPMT060204
20 GHD-200-3D-FC25-506B | 20.0 | 25 32 56 63 43 | 119 o

Note:

¥ B0O3MOXXHO IIpeJOCTaB/IeHIEe MHCTPYMEHTA /ISl TECTUPOBAHMS
¥ JIOCTyIIHO M3rOTOBJIEHNE Y Halmu4ue CBepII C INHOM
2D/3D/4D ot puamerpa.
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® PekomeHayemble peXkyLiue napamMmerpbl

CKopoCTb Mogaua (mm/rev)

ObpabatbiBaembiii TBepAOCTb
ISO ild Peé3aHunA (2D. 3D. 4D) *3aBMCHUT OT A/IMHbI U gnameTpa *

martepuan (HB) (m/min)
14.0-22.5 23.0-27.0 27.5-33.0 33.5-40.0

Low steel 80-170 160 —-300 0.04-0.06 0.04-0.06 0.04-0.08 0.04-0.08

High steel 170 - 250 140 - 220 0.04-0.10 0.04-0.12 0.06-0.16 0.08-0.18

Low alloy steel 140 - 260 160 -250 0.04-0.10 0.06-0.12 0.08-0.16 0.08-0.18

High alloy steel 180 -300 140 - 200 0.04-0.10 0.06-0.12 0.08-0.16 0.08-0.18

Cast steel 180 -300 140 - 200 0.05-0.08 0.06-0.12 0.08-0.14 0.08-0.16

Ferritic/martensitic
150 -270 140 - 250 0.04-0.10 0.06-0.12 0.06-0.14 0.06-0.16
M Stainless steel

Austenitic 150-270 150 - 250 0.04-0.10 0.06-0.12 0.06-0.14 0.06-0.16
Forged cast iron 150 -230 120-220 0.04-0.10 0.06-0.14 0.06-0.16 0.08-0.2
K Gray cast iron 150 -230 160 - 250 0.04-0.10 0.06-0.14 0.06-0.16 0.08-0.2
Nodular cast iron 160 - 260 150 -220 0.04-0.12 0.06-0.16 0.08-0.18 0.08-0.2
Ni+/Fe+/Co+

130 -400 30-80 0.04-0.06 0.04-0.08 0.04-0.10 0.06-0.12

HRSA

Ti+

130 -400 30-70 0.04-0.08 0.04-0.10 0.06-0.12 0.08-0.11

HRSA
Hardened steel 400 - 30-60 0.04-0.08 0.04-0.10 0.06-0.12 0.08-0.14

® BapuaHTbl 3ameHbl

Eur & USA Jan & Korea

Company Product ‘ Company Product Company Product
880 TOP ZTD
SANDVIK TAUGUTEC 22C
881 T Drill ZD03
DR King Drill
ISCAR KORLOY
Dz LPD. SPD. NPD
DFR SUMITOMO WDX
KENNAMETAL DRS TDX
TUNGALOY
DFT TDS
SECO SD50 KYOCERA DRZ
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.

® [punoxxeHue

> CepBUCHOe 06cny)kuBaHue CBEP

® Safety precautions
When drilling through holes with an indexable insert drill, a disc can be ejected at high speed.

Recommendation — enclose chuck or machine

1. Turning-lathe
a) Installation
The edge of Peripheral insert should be parallel to X axis,while Peripheral insert face toward the

operator.

b) alignment

0.03
Runout cannot exceed the values in the figures, ' _+_ —_—
alignment must be parallel to: -_f:_

® Close hole tolerance and straighness

® Good surface finish

® |long and consistent tool life

»¢ Drill run-out and alignment are very important for successful drilling.
c) Hole core diameter
Diameter of hole core :0.2mm — 0.5mm
Measurement:Check hole core when the depth of
hole achieves 5mm.
® |[f hole core is not existed

——Edge break and shake would be a problem

——Please rotate the drill to 180° ,and test again.

i

AR

——It will lead to overload and shake ( core :0.2Zmm-=0.5mm )

® |f the diameter of hole core is beyoud suggest values.

——Adjust deviation to suggest value range
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> Application announcements

Workpiece shape announcements

® Irregular surfaces can damage inserts, when
Irregular penetrating or exiting the surface.

o Feed should be reduced to 1/3 normal rate.

® The centre of the drill contacts the workpiece
Convex surface first

[ ) Giving normal feed rate

® |[f the radius of the concave surface is small in

relation to hole diameter,the periphery of the
Concave surface drill will be engaged first. To reduce the
tendency for the drill to deflect

® Feed should be reduced to 1/2 normal rate.

To keep the cutting force balance between the
central and peripheral insert on an acceptable
Pre-drilled holes level

® Feed should be reduced to 1/2 normal rate.

2 pre-drilled hole should not be larger than Dc/4.

® Uneven forces on drill cutting edges, which

wear the drill, cause vibrations and distort the
Inclined surface
drilling profile.

® Feed should be reduced to 1/2 normal rate.

The stability of drill will be disturbed
Crossing holes
Feed should be reduced to 1/2 normal rate.

May be chipping or Plastic deformation
Overlap holes
Feed should be reduced to 1/2 normal rate
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> YcTpaHeHUe HeucnpaBHOCTEN

HeucnpasHoctb Detanb PekomeHgauum
® Increase coolant flow, clean filter, clear coolant
Diameter at bottom of the
holes in drill
hole change larger
Hole diameter change Shorten drill overhang
( stock of the chip at
Improve the chip control, choose other cutting
central insert)
data
1. Rotating drill
® Increase coolant flow, clean filter, clear
Hole diameter oversized or coolant holes in drill
Wrong hole
undersized 2. Non-rotating drill
® Check alighment on lathe
® Rotate drill 180 degrees
® Shorten drill overhang
Vibrations Vibration when drilling ® Induce feed and cutting speed
® Check the machine and
® Increase coolant flow and check the coolant
holes in drill
Chip jamming in the drill Low carbon steel :
Preduce long chip
flutes ® Induce feed or improve cutting speed
Alloy steel and carbon steel:
® Improve feed and cutting speed
® Increase coolant flow and check the coolant
Pin in hole Pin too big or small holes in drill
® Shorten drill overhang
® Change cutting data recommendation
® Induce feed or improve cutting speed
Hole surface have track of
Bad surface ® Increase coolant flow and check the coolant
tool
holes in drill
® Shorten drill overhang
X Use torque wrench to fasten the screw
Broken insert screws Screws broken fast
together,apply Molykote
Change cutting data recommendation
Increase coolant flow ,clean filter,clean coolant
Poor tool life Insert wear or chipping
holes in drill
® Shorten drill overhang

10



CBepna CO CME@HHbIMU NN1aCTUHaAMU

M3Hoc HCTpYyMeHTa 1 pellieHns

BHelwwHwMi1 BUA

Flank wear

MpuunHa

a) Cutting speed too high

PekomeHgauuu

a) Reduce cutting speed

Crater wear

Peripheral insert:

Diffusion wear caused by
temperature too high on rake face
Central insert:

Abrasive

wear caused by

built-up-edge and smearing.

Peripheral insert:
* Reduce speed
Central insert:

* Reduce feed

Plastic deformation

a) Cutting temperature (cutting
speed) too high, combined with a
high pressure (feed, hardness of
workpiece)

b) As a final result of excessive flank

wear and/or crater wear

a) Reduce cutting speed
b) Reduce feed

a) Built-up-edge (BUE)
b) Irregular surface

a) Increase cutting speed

Chipping N b) Reduce feed at entrance.
c) Bad stability N
) ) . c) Improve stability
d) Sand inclusions (cast iron)
a) Low cutting speed (temperature
too low at the cutting edge) a) Increase cutting speed or change to a
. c) Very sticky material, such as certain | coated grade
Built-up-edge

stainless steels and pure aluminium
d) Percent of oil mixture in cutting
fluid too low

b)Increase oil mixture and volume/pressure
in cutting fluid

WELCOME TO TESTING !
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