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NEOMET-INSERT DRILL
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NeoMet-Insert Drill for minimizing
drilling time.

B C S BIEMDAREMIC L DI L <BISEE N/  Neometinset Dril employs
BHASERATHCLCLDERIGEVERRYY  SHOWA onignal NeometInsert,

which is made of new extra

—P.127~129

Requirements for optimum drill performance

# (@ Preparations

RUINZHERLERTDHT—IRFEMEICTL>ND EEE LTSV, B RUILDIFE. T—7 EEBORIMEDI T THEVLWETESmZEE < UIKE
DRRICHEDTITDTERULTTIEL,

The machine, spindle and workpiece clamping should be rigid to ensure an efficient drilling and long tool life. In case of through holes, insufficient
rigidity leads to vibrations or 'sagging’ of the drill when the drill emerges from the workpiece.

5—5 | Coolant

NIEZRL UITESEGZERLS lchToFEEENDD ORICZEVTVDTNDIKICIEERLEVTTEW.  (FIG.1)
=SV hEFERL. 50umE EDEYIFHEDIRD T « CHTEEIRICIFERA LBV & (FIG.2)

YODHEND., FHHAMICALELELIE. 108  nard material having hardness LHITTEROBVT T, @ROFECKD. NMTHERVTESESHELELET,
e -2 (. 7% ~ na 3 i Coolant pressure and coolant flow must be maintained - BVIMI%ZTS (FIG.3)
BOYvYIRIITPS.7 55‘mm03/\35|3‘b HHR near to tungsten C.arblde and at the optimum rate for the drill size in use. See graph 135°(XF132°) DEVvZERL. FyIERROEYFITIZL TR,
F9, TIb— MEBRIEIDOAZEL RULAZIRZZRA LY gjugzn'ﬁshs Exceedlng to ﬂsf’ below. Failure to do this will lead to poor surface - RUIVIRMERED ZINE LT B,
. - . ne drill holder accommodates finish or even tool breakage. The size of solid particles - BEBERICDED ZINELT D,
2 sz Ly,
BOFNZRLIDI LI D%/\”u;ﬁﬁjﬁhtn o a range of insert diameters. Hole sizes 9.7mm ~ 55mm can be in the coolant fluid should not exceed 50 micron. OABIGHDBES. MECKDEREDFTINERE L TIURSIFERD 3 fEUT THIHEREZ50~
Fllc, BRNENZERAITNIEBERUILELTE  accommodated with ten standard holders only, as deep as 5 to 7 times Ensure machine coolant filtration complies. BO%I-EL LT FLl, o I
ERTESNAMEOEVFHLVLS AL TORUILTT, the diameter. The replaceable insert can be changed quickly and 2 Ry hFy T ES-PIN gee ©K J”’_Gﬂjunﬁ“tﬂng<Héﬁ”'“WD§1tTLl"°
(ZA Xy FFv T BEESD) accurately ensuring repeated linear/radial accuracy, eliminating the Neomet-Insert ., i \ "2t (D(I;’Lci-tg'rzlllIgd1 )or pre-cast holes can not be drilled
need for resetting. i@ﬂ \/{ \ J ;? @Do not use the drill for interrupted cuts, such as drilling
Mo / il oAE cross holes. (FIG.2)
18 - 13 @Tool life and finish will be improved by the following way.
T o o o - To pre-center up to the drilling diamter with the point
SEBOMEBEHAEL KULE () angle same to the drill's. (FIG.3)
2A Ry NFwT HBOENDEL oritete: . ;I;?casttig: drilling at a reduced feed rate with a rated
Neomet-lnsert BHORV LR ZFA BEF v 7 Pz N . - To reduce the feed rate again just before the drill goes
T/C Insert ggm / \ ] 53 @out from the other end.
=2 0 =< Sufficient coolant should be supplied through the drill.
o \
WIDE FLUTE . o %; \/\ "{'é If coolant is supplied from the outside, reduce the
The latest flute configuration is ngo B speed by 40 to 50%. The hole depth in this case
employed for efficient chip removal. o 08 should be less than 3 times diameter.
o oy ®It is recommended to replace the insert before it is
Eﬁia’-\yj’ Dl dfa. completely worn out.
T./C Insert . -
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el | #7 Xy hF 7 Neomet Insert
~ W AV "I‘ . H ot . in-1 1 . - .
et = 1 [ Jae eensiEr: 5y S SN SRV \[slelpgl=ie pksl=ine ) (DBIEEE Speed : m/min, [EEG4: min'  Rotation : RPM, b Feed : mm/rev )
I—SVNIHFEICERE the seat. HE we UHEE | MIE
ﬁiﬁénaﬁﬂﬂlﬁ Material Hardne;_s(HB) Speed(m/min) Dia. #10 #12 »16 #20 »25 #30 %40 »50
YA [ = =
S50C ESESMRPM | 2220 1850 1390 1100 890 740 550 440
LB 1— AN ~ ~
AgEIcLIDFmHIE L, . o Carbonsteel C=05% | /0238 | 8070 Mo Feed 0.11 014 019 0.25 031 0.34 0.36 0.38
U BRI t/&tglzéﬂw S55C \ea-2o5 | 40-ps | BEHRPM | 2070 | 1720 | 1280 | 1030 830 690 520 410
FEALINS A ZEIETE. Carbon steel G=0.55% %D Feed 0.11 0.14 0.19 0.25 031 0.34 0.35 0.38
=
COOLANT SUPPLY SCM415 oa5-301 | s0~70 | EEBRPM | 2220 1850 1390 1100 890 740 550 440
Provides excellent cutting performance CENTER PIN Chromoly C=0.15% %D Feed 0.11 014 019 0.25 0.31 0.34 0.36 0.38
and optimum tool life. ~ Radial balance is held by the center pin. SCM440 085341 | 80~40 | PEHRPM | 1240 1030 774 620 500 410 310 240
Chromoly C=0.4% %D Feed 0.06 0.07 0.1 0.15 0.16 017 0.18 0.19
e 5541 ESE®RPM | 2070 1720 1290 1030 830 690 520 410
BHF2ADIERIICKD _ Structural steel B 40~65  T%b Feed 0.11 014 019 0.29 031 0.34 0.36 0.38
EEICEE., BHICIEFHEERED SUS304 187F | pg_gg | EEMAPM | 955 800 600 480 380 320 240 190
n n oY Stainless steel Less XD Feed 0.05 0.07 0.1 0.16 0.18 0.2 0.2 0.22
SET SCREW E%I)f{ I\?;_,Jgf %@t SKD11 255 LI 18pg | EEHRPM | 830 690 520 410 330 270 210 160
The insert is fixed firmly by two set e s ! Die steel Cr=12% Less %D Feed | 006 008 011 017 0.18 02 021 022
screws. NS ZRERFICEIR, FC20 PI7UF | go-go | BWHMRPM | 2480 | 2060 | 1550 1230 | 1000 830 620 490
(p25mmATFOIMERRICIE Castiron Less iiDﬁFeed 011 0.14 0.19 0.29 0.31 0.34 0.36 0.38
FCD45 ESE®MRPM | 2480 2060 1550 1230 1000 830 620 490
D= BRI EHOET. ) Forgible castiron 148~217] 60~B0 o) Feed 0.09 012 0.16 0.25 0.26 0.29 03 0.32
FD/ =2 AI5056 EEHRPM | 4460 3720 2790 2230 1780 1490 1110 890
2T ARD;FMCAKEL TR REPLACEABLE INSERTS Aluminum B 1807190 755h Feed 0.14 0.18 0.21 0.36 0.39 043 0.45 0.48

Neomet-Insert dramatically increases

UNIQUE THINNING (T/C inserts are also available for BiEF v J_T/C Insert (#10~¢25)

Reducing thrust force drastically.

10mm to 25mm diameters.) e Material EI4IEEE  Speed(m/min) %b  Feed(mm/rev)
R S45C Non alloy steel < 700 N/mm?2 60~120 0.1~0.25
a&il SCM415 Alloy steel < 800 N/mm?2 60~120 0.1~0.2
BUMBDT—oTEHOY MTEDYEIENRZED T ENGDEITDT. Neomelt—lr;]se)rt dril(ljcan be use((jj irE either a static morc]!e (fixed to ) TE$ SKS3 Tool steel < 1000 N/mm?2 40~80 0.08~0.2
TP e i e R turn in a lathe) or a dynamic mode (rotating as in machining center). = ; 2 — —
tUﬁJt%Q,EGL\ ;EI_EHtUﬁ_J%#’EﬁDaO'F:g\O e Cutting conditions differ according to machine power and rigidity TE# SKD11 Diesteel > 1000N/mm 30~50 0.05~0.15
FIT. #ﬁeﬁﬁwﬁﬁﬁmizféfﬁkbb‘lﬂﬁgtﬂb‘lTJUZ%%@DDIIJ’: and workpiece conditions. The most suitable condition should be #% # SC42 Caststeel Mediumhardness 40~80 0.1~03
WTC, YIBHRLEDBEEICIE. ATy TNy IITZ{T>TREL, se_lrioted referring todthe guide nunbwbers in tr?e rigr?t r‘:able. | | #% # Scwe3 Caststeel > 700 N/mm? 25~50 0.08~0.2
8 3 - Q 8 7 ese cutting conditions are subject to through the tool coolant :
X ABMEHOEE. HEICKDREDFINERE LTNRSBERED 3 5 supply. Otherwigse. cutting speed sr]10uld be redugced by 40 to 50%, # & FC20 CEBiE e > ER0IHIE S0~100 0.1 ~0L3
LUF CHIHLRE Z50~60%I5& L TREL, and the hole depth should be less than 3 times the diameter. #% & FCD45 Forgible cast iron > 350HB 40~80 0.08~0.2




