CARBIDE

YG1A | YG2C
YH1A /| YH2C

-Dream Drrills

i-DREAM

DRILLS i-DREAM DRILL INSERTS & HOLDERS

i-DREAM DRILL EINSATZE UND HALTER

- Features of 1-Dream Drill Holders-
- Merkmale des i-Dresm Drill Halters-

- Features of 1-Dream Drill Inserts-
Merkmale des i-Dream Drill Einsétze

» Secure and accurate seating resulting in accurate repeatability
and concentricity.
Der sichere und genaue Sitz der Platte garantiert genaue
Wiederholbarkeit beim Einsatz und beim Rundlauf.

» Special Alloy Steels maintain its hardness and toughness under
high temperatures.
Speziell legierter Stahl, der seine Harte und Zahigkeit auch bei
hohen Temperaturen behalt.

» Innovative surface treatment improves wear resistance and
reduces corrosion.
Innovative Oberflachenbehandlung, die die Verschleissfestigkeit
erhéht und die Korrosion vermindert.

» High Performance flute design allows maximum chip evacuation
and minimum interference.
Optimierte Nutenform fir maximale Spanabfuhr.

i-Dream Drill General / i-Dream Drill allgemeinen
» For most steels materials / In den meisten Stahlsorten

i-Dream Drill INOX / i-Dream Drill INOX
» For tough,ductile materials and stainless steels
Fur zahe, verformbare Werkstoffe und rostfreie Stahle.
» Light,sharp cutting edge / Scharfe Schneidkante
» Soft cutting action / Weicher Schnitt
» Minimize cutting forces / Minimaler Schneidendruck
» Reduce built-up edge / Reduzierte Gratbildung
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Holder

General INOX h7 EDP No.
(mm) (TIiAIN) (TiCN) dec. frac. mm L2 L3 Ref.
YG1A2400 YG2C2400 0.9449 24.00|£H24003032 3D 72 1648
ZH24005032 32 60 37 5D 120 212.8
YG1A2421 YG2C2421 0.9531 61/64 24.21|71304007032 7D | 168 2608 1 p s
YG1A2450 YG2C2450 0.9646 24.50|ZH24503032 3D 73.5 165.8 5120
YG1A2461 YG2C2461 0.9688 31/32 24.61|ZH24505032 32 60 37 5D 122.5214.8
G YG1A2470 YG2C2470 0.9724 24.70|ZH24507032 7D 171.5 263.8
02100 yG1A2500 YG2C2500 0.9843 63/64 2500|ZH25003032 3D 75 1678
295,99 ZH25005032 32 60 37 5D 125 217.8
99 YG1A2540 YG2C2540 1.0000 1  25.40| 7105007032 e e g
YG1A2550 YG2C2550 1.0039 25.50 ZH25503032 3D 765 1708 TX2526T20
YG1A2567 | YGRC2567 | 1.0106 25.67 ZH25505032 32 60 37 5D 127' 5 221-8
YG1A2570 YG2C2570 1.0118 25.70 ZH25507032 - 178.5 272.8
YG1A2580 YG2C2580 1.0156 1*1/64 25.80 ’ :
YH1A2600 YH2C2600 1.0236 26.00|£H26003032 3D 78 1712
ZH26005032 32 60 37 58D 130 223.2
YH1A26189 YH2C2618 1.0312 1*1/32 26.19| 21495007032 7D 182 2752 o
YH1A2650 YH2C2650 1.0433 26.50|ZH26503032 3D 79.5 172.2 6 o
H YH1A2659 YH2C2659 1.0469 1*3/64 26.59|ZH26505032 32 60 37 5D 132.5225.2
296.00 YH1A2699 YH2C2699 1.06251*1/16 26.99|ZH26507032 7D 185.5 278.2
to ZH27003032 3D 81 1742
@27.99 YH1A2700 YH2C2700 1.0630 27.00|/zH27005032 32 60 37 5D 135 228.2
ZH27007032 7D 189 282.2 TX2798T25
YH1A2750 YH2C2750 1.0827 27.50(4H27503032 3D 825 1752
ZH27505032 32 60 37 5D 137.5230.2
YH1A2778 YH2C2778 1.0938 1*3/32 27.78| 2127507032 g
P TiN, TiCN, TiAIN & Hardslick are available on your request.
P 10 X D Holder is available on your request. O @ Excellent O : Good
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CARBIDE

~ i RECOMMENDED CUTTING CONDITIONS
Dream Dirills EMPFOHLENE SCHNEIDKONDITIONEN

i-DREAM
DRILLS

METRIC

Werkstiick , Ve 212.0 #15.0 718.0 222.0 27.0
Nmm] — HB  HRC 1yymin]  ~g149  ~g17.9  ~p219  ~p269  ~g31.9
[l\:lonéalltnveid steels, | 95Min28, 9SMnPH28, ~500 |100~150 9120 | 0.16~0.28 | 0.21-0.35 | 0.27~040 | 034-052 | 0.37~0.55
ast Steels

Free-machining steels | 105Pb20 etc 500~850 |150~250| ~24| 80~105 | 0.14~0.24 | 0.21~035 | 0.27-040 | 0.34~052 | 0.37-0.55
50 | 85125 90~115 | 0.14~025 | 0.20-0.33 | 0.25~0.39 | 0.31~047 | 0.34~0.50

Low-alloyed steels,
Cast stosls(<5% ) C15, C22, 20Mn5, 450~755 |125-295| ~19| 70-90 | 0.12-0.20 | 0.17-028 | 0.22.0.32 | 0.30-046 | 0.33-049
Ck45, C45 etc 755300 | 225265(19~27| B60-80 | 0.12-0.20 | 0.17-0.28 | 0.22-0.32 | 0.30-046 | 0.33-0.49

Garbon steels 9001200 265350/ 27-37| §5~70 | 00-0.16 | 0.15-0.25 | 021-030 | 025038 | 0.29-043

45CrMod, 42CrMod. ~600 |125~175| ~7 | 80~100 | 0.14~0.24 | 0.17~028 | 0.22~0.32 | 0.30~046 | 0.34~0.50
18MnCrS 600~800 |175~235| 7~22| 70~80 | 0.12~0.20 | 0.17~028 | 0.22~0.32 | 030046 | 0.34~0.50
Alloyed steels 05 35E’Ir‘Mo 4 800~950 |235~280|22~28| 60~80 | 0.12~0.20 | 0.15~025 | 0.22~0.32 | 0.30~046 | 0.34~0.50

' ' 950~1110|280~330/29~35| 955~70 | 0.10~0.16 | 0.13~021 | 0.21~0.30 | 0.25~0.38 | 0.29~0.43

1BMnCrS etc 1110~1230| 330~360| 35~39| 45~60 | 0.08~0.12 | 0.13~021 | 0.21~0.30 | 0.25~0.38 | 0.28~0.43

36CNiMod 600~1020| 225~300| 19~32| 45-60 | 0.12~0.20 | 0.15~025 | 0.21~0.30 | 020031 | 0.24~0.35

High-alloyed steels 41 CrAIM07’etc 1020~1200| 300~355| 32~38| 40~65 | 0.10~0.16 | 0.11~0.18 | 0.21~0.30 | 0.20~0.31 | 0.24~0.35
1200~1330| 355~390| 38~42| 40~50 | 0.08~0.12 | 0.09~0.14 | 0.18~0.26 | 0.19~029 | 0.23~0.34

350~500 | 100~150 7595 | 0.14~024 | 021~035 | 027~038 | 029~044 | 0.32-~047

St33, St37-2, St44-2,

Structural steels S ST e 8 500~850 |150~250| ~24| 60~75 | 0.12-0.20 | 0.20-0.33 | 0.22-032 | 0.25-0.38 | 0.29-0.43
: [ | 850~1200|250~355| 24~38| 50-65 | 0.10-0.18 | 0.17-0.28 | 021030 | 0.21-0.32 | 0.26-0.38
. 102Cr6, 105WCr6, i 500~705 |150~210| ~16| 50-65 | 0.100.16 | 0.13-021 | 0.18-0.26 | 0.20~0.31 | 0.24-0.35
C75W etc < | 705-850 [210-280/16-28| 40~50 | 0.10-0.16 | 0.13-021 | 0.18-0.26 | 020-031 | 0.24-0.35
Grey cast iron Pearlitic, Ferritic E 500~700 |150~210| ~16| 100~125 | 0.15-0.26 | 0.20-0.37 | 0.27-042 | 0.36-0.51 | 0.40-0.55
Pearlitic 700~850 |210~250|16~24| 75~95 | 0.11-0.20 | 0.16~029 | 0.20-0.30 | 0.25-0.35 | 0.29-0.40
. Ferritic 540 165 4 | 954120 | 013022 | 0.17~031 | 021-0.32 | 0.28-040 | 0.32-0.44
Cast iron nodular .
Pearlitic 850 %50 | 24 | 7585 | 0.11-0.20 | 0.14~026 | 0.19-029 | 0.250.35 | 0.29-0.40
Malleable cast iran | €™ 450 125 100~125 | 0.13-0.22 | 0.17~031 | 021-0.32 | 0.28-040 | 0.32-0.44
Pearlitic 780 230 | 21 | 75-95 | 0.11-0.18 | 0.14-0.26 | 0.19-0.29 | 0.25-0.35 | 0.29-0.40
Aluminum alloys | not heat treatable 85 950~330 | 0.30~040 | 0.35-045 | 040050 | 045-055 | 0.500.60
(Wrought) hardened 150 200~250 | 0.30~040 | 0.35-045 | 040050 | 045-055 | 0.500.60
Auminum alloys <1%% Si., not heat treatable 75 20050 | 025035 | 0.30-040 | 0.35-045 | 040~050 | 0.45-0.55
(Cast] <12%i, hardened Q0 150-220 | 0.25-0.35 | 0.30-040 | 0.35-045 | 040050 | 0.45-0.55
>12% i, not heat treatable 130 100~200 | 0.20-0.30 | 0.25-0.35 | 0.30-040 | 035045 | 0.40-0.50
Free machining(Pb>1%) 110 115-145 | 0.16~0.28 | 0.23-0.36 | 0.29-0.36 | 0.37-045 | 041-0.48
Copper alloys Brass Q0 145+185 | 0.17-029 | 0.24~0.37 | 0.30-038 | 0.38-046 | 042049
Electrolitic copper 100 95~120 | 006~0.09 | 009-0.13 | 0.11~0.13 | 0.15~0.18 | 0.19-0.22
Non ferrous D.ur‘oplasti?s
material Fiber plastics
Hard rubber
. Austentic and g 450610 |135~185| ~9 | 45-60 | 010016 | 0.12-0.18 | 0.14~0.20 | 0.15~0.26 | 0.18-0.28
Stainless steels » " D
Austenttic/ ferritic | 610930 |185-275| 9-28/ 3045 | 008-0.14 | 009015 | 0.10-0.16 | 0.12~0.20 | 0.14~0.22

*Formulas :

) (RPM) <1« (DIA.)
RPM = revolution per minute (rev/min) M/min = 1000

M/min = surface meter per minute(M/min)
DIA. = diameter of drill (mm)
mm/rev = feed rate(mm/rev) RPM

mm/min (RPM) ¢ (mm/rev)
_(M/min) - 1000

(r)  (DIA.)

» The recommendations for speeds, feeds and other parameters presented in this chart are nominal
recommendations and should be considered only as good starting points.
Speed and feed reductions (20% reduction in speed and 10% reduction in feed) are recommended.

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

» For use of 7xD holder, we recommend to drill a centering pre-hole with equal to or larger than 140 ° point
angle to min. 2/3 cutting diameter.
The use of the centering pre-hole improves hole location, roundness and surface finish.
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CARBIDE

~ RECOMMENDED CUTTING CONDITIONS
Dream Drills EMPFOHLENE SCHNEIDKONDITIONEN

i-DREAM
DRILLS

INCH

Tensile Cutting

Werkstiick Re Ve 3164  @19/32  (323/32 2718 21-3132
[SFM]  ~@37/64 ~@45/64 ~@55/64 ~@1-116  ~@1-1/4
glont-aélt%veld steels, | 9g\in28, 9SMnPH28, ~500 | 100~150 312~394 |0,006~0.011|0.008-0.014 |0.011~0.016 | 0.013-0.020| 0.015~0.022
F:es&maciisning steels | 105Pb20 etc 500~850 | 150~250| ~24| 262~344 | 0.008~0.009|0.008~0.014 |0.011~0.016 |0.013~0.020| 0.015~0.022
Lowalloyed sels, 50 | 85+125 295377 | 0.006~0.010| 0,008-0.013 |0.010~0.015 | 0.012-0.019| 0.013~0.020
Cast stoels|<5% | €15, C22, 20Mn5, 450-755 |125-295| ~19| 230-95 |0.005~0.008|0.007-0.011 |0.009~0.013  0.012~0.018|0.013-0.019
Ckas, C45 etc 755~900 | 225265 19~27 | 197~262 | 0.005~0.008|0.007~0.011|0.009~0.013 | 0.012-0.018| 0.013~0.019

Carbon steels 900-1200 | 265-350| 2737 | 180~230 | 0,004~0,006|0.006~0.010 0.008-0.012 | 0.010-0.015| 0.011-0.017

45CrMod, 42CrMod, ~B00 |125~175| ~7 | 262~328 |0.006~0.008|0.007~0.011|0.009~0.013 | 0.012~0.018|0.013~0.020
16MnCr5 600~800 | 175~235| 7~22| 230~295 |0.005~0.008|0.007~0.011|0.008~0.013 | 0.012~0.018|0.013~0.020
Alloyed steels 05 35(’3rM0 4 800~950 |235~280|22~28| 197~262 |0.005~0.008|0.006~0.010|0.008~0.013 |0.012~0.018|0.013~0.020

' ' 950~1110| 280~330| 29~35 | 180~230 | 0.004~0.006 0.005~0.008 | 0.008~0.012 | 0.010~0.015| 0.011~0.017

1BMnCrS etc 1110~1230| 330~360| 35~39 | 148~197 |0.003~0.005|0.005~0.008 |0.008~0.012 | 0.010~0.015| 0.011~0.017

36CrNIMod 600~1020| 225~300| 19~32 | 148~197 |0.005~0.008 | 0.006~0.010|0.008~0.012 | 0.008~0.012| 0.008~0.014

High-alloyed steels A1CrAMo7 ’etc 1020~1200| 300~355| 32~38 | 131~180 | 0.004~0.006 | 0.004~0.007 |0.008~0.012 | 0.008~0.012 | 0.008~0.014
1200~1330| 355~390| 38~42 | 131~164 |0.003~0.005 | 0.004~0.006 |0.007~0.010 | 0.007~0.011| 0.008~0.013

350~500 | 100~150 246~312 |0.006~0.0090.008~0.014|0.011~0.015|0.011~0.017| 0.013~0.018

S5t33, St37-2, Std4-2,

Structural steels e Q | 500-850 |150-250| 24| 187-246 |0005-0,008|0,008-0013|0008-0013 | 0010-0015/0011-0017
' [ | 850~1200) 250-355| 24~38 | 164~213 | 0.004-0.006|0.007-0.011|0.008-0.012 | 0.008-0.013|0.010-0.015
T 102CrB, 105WCr6, i 500-705 |150~210/ ~16| 164~213 |0.004~0.0060.005~0.008 |0.007~0.010 | 0.008~0.012| 0.003~0.014
C75W etc < | 705950 |210-280|16-29 | 131~164 | 0.004-0.006|0,005-0.008|0.007-0.010| 0.008-0.012 | 0.003-0014
Grey cast iron Pearlitic, Ferritic E 500-700 |150~210/ ~16| 328~410 |0.006~0.010/0.008~0.015 0.011~0.017 | 0.014~0.020| 0.016~0.022
Pearlitic 700~850 | 210~250|16~24 | 246~312 | 0.004~0.008|0.006~0.011 |0.008-0.012 | 0.010~0.014| 0.011-0.016
Cast iron nodular | FEEC 540 165 4 | 312.3% |0.005~0.009|0,007~0.012|0.008~0.013 | 0.011~0.016 | 0.013-0.017
Pearlitic 850 250 | 24 | 246~312 |0.004~0.008|0.006~0.010/0.007~0.011 |0.010-0.014| 0.011~0.016
Malleable cast iran | € 450 125 328~410 | 0,005~0.009|0.007-0.012 |0.008~0.013 | 0.011~0.016| 0.013~0.017
Pearlitic 780 230 | 21 | 246~312 |0.004~0.007|0.006~0.010/0.007~0.011 |0.010-0.014 | 0.011~0.016
Aluminum alloys | not heat treatable 85 820~1083/00118-0.0157|0,0138-00177 [0.0157~0.0197 |0.0177~0.0217 | 0.0197~0.0236
(Wrought) hardened 150 656~820 |0.0118~0.0157,0.0138-0.0177 |0.0157~0.0197 |0.0177~0.0217|0.0197~0.0236
Numinum lloys £12%Sil, ot heat treatable 75 656~820 |0.0098-0.0138|0,0118~0.0157 (0.0138-0.0177 |0.0157~0.0197|0.0177~0.0217
(Cast] <12%i, hardened 90 492-722 |0,00980.0138/0.0118-0.0157 0.0138~0.0177 |0.0157-0.017 |0.0177-0.0217
>12% S, not heat treatable 130 328-656 |0.0079-0.0118|0,0098~0.0138 (0.0118-0.0157 |0.0138~0.0177|0.0157~0.0197
Free machining(Pb>1%) 110 377~476 |0.006~0.011|0.009-0.014 |0.011~0.014 | 0.015-0.018| 0.016~0.019
Copper alloys Brass P0 476~607 |0.007~0.011|0,009-0.0150.012~0.015 | 0.015-0.018| 0.017~0.019
Electrolitic copper 100 312~394 | 0,002~0,004 | 0.004~0.005 |0.004~0,005 | 0.006~0.007 | 0.007~0.009
Duroplastics
Non ferrous i .
material Fiber plastics
Hard rubber
Seaocs s | SETEC 800 Q| 450-610 | 135~185) -9 | 145~197 | 0,004~0.006|0,005-0.007 (0.006~0.008 | 0.006~0.011 0.007~0.011
austeritc/ferric | S g10.930 | 185.275| 9.8 89145 | 00030005 0.004-0.006 0.004-0006 | 0.005-0.008  0.006-0008

*Formulas :

(RPM) =1« (DIA))
RPM = revolution per minute (rev/min) SFM = 12

SFM = surface feet per minute (ft/min)

DIA. = diameter of drill (inch) IPM = (Rpg";,\; ('PTZ)
IPR = feed rate (inch/rev) RPM = ( )
IPM = inch per minute penetration rate (m) * (DIA))

» The recommendations for speeds, feeds and other parameters presented in this chart are nominal
recommendations and should be considered only as good starting points.
Speed and feed reductions (20% reduction in speed and 10% reduction in feed) are recommended.
» Recommend you to reduce the feed rate to 85%,70% when you use 5xD,7xD holders.
» For use of 7xD holder, we recommend to drill a centering pre-hole with equal to or larger than 140 ° point
angle to min. 2/3 cutting diameter.
The use of the centering pre-hole improves hole location , roundness and surface finish.
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