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SOLID CARBIDE

DREAM DRILLS
for HIGH HARDENED STEELS

- For High Hardened Steels (HRc 50 - 70)
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DREAM DRILLS
for HIGH HARDENED STEELS

Low Helix
The low Helix angle maximizes tools' rigidity and stability with less deflection

Special Thinning (R+U Thinning)
Unique drill point geometry with special thinning to minimize cutting workload,
axial thrust loading and heat generation.

Coating
TiAIN nano coating combines high hardness with high thermal stability against oxidation,
allows machining the upper level of hardened steels HRc 50-70.

Polished Flutes
Polished flutes improve coating addition, with better chip control and evacuation.

Point Shape
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CASE STUDY

- 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.

» SOLID CARBIDE DREAM DRILLS for HIGH HARDENED STEELS (HRc50-70)

CUTTING CONDITION

Tool DH500100 A YG-1 Competitor A
(Dream Drills for High Hardened Steels) / = —/\w—
Size @10 x @10 x 63 x 111 200
¢ AISI : H13
Work Material | - JIS : SKD11 150 A /()
* DIN : X155CrV-Mo12-1 (HRc60) ! /
g 7S
RPM 3,528 rev./min. =
100 ,,G/
Feed .0016 inch/rev. /"/G
SFM 39 ft/min. 50 7/
Drilling Depth | .987(2.5xD) The graph plots a comparison of the mean
)/ values of final wear land for tested products
{c M——
Coolant Wet Cut 0 20 40 60 80 100
Drilling Holes
Machine Machining Center

YG-1 After Drilling 100 Holes

Competitor A
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TiAIN-COATED SOLID CARBIDE DREAM DRILLS TiAIN-COATED SOLID CARBIDE DREAM DRILLS
for High Hardened Steels (HRc¢50~HRc70) | DH501 scos for High Hardened Steels (HRc50~HRc70) | DH501 scos
» Drilling for High Hardened Steels; Quenched Steels, Tempered Steels (under HRc 70) » Drilling for High Hardened Steels; Quenched Steels, Tempered Steels (under HRc 70)
» Special geometry design for Hardened Steels » Special geometry design for Hardened Steels
» Minimum of cutting load through special thinning » Minimum of cutting load through special thinning
» Performing good chip removal and powerful drilling » Performing good chip removal and powerful drilling
» Tolerance : Dia. Tolerance @D1  : See page 141 » Tolerance : Dia. Tolerance @D1  : See page 141
Shank Tolerance @D2: -.0001 -.0005 Shank Tolerance @D2: -.0001 -.0005
" I L1 ! ! L1
L2 L2
| | |
140 P.138 140 P.138
Unit : inch Unit : inch
D”" Diameter Shank Flute | Overall D”" Diameter Shank Flute | Overall Drill Dlameter Shank Flute | Overall Drill Dlameter Shank Flute | Overall
Dlameter Length Length Dlameter Length Length Dlameter Length Length Dlameter Length Length
TIAIN TIAIN TIAIN TIAIN
DH501001 1/8 .1250 1/8 21/32 2 DH501027 #4 .2090 1/4 1-9/32 2-7/8 DH501053 23/64 .3594 3/8 2-1/4 4-1/8 DH501079 11/16 .6875 3/4 3-1 1/1 6 5-5/8
DH501002 #30 .1285 3/16 23/32 2 DH501028 #3 .2130 1/4 1-13/32 3 DH501054 U .3680 3/8 2-1/4 4-1/8 DH501080 45/64 .7031 3/4 3-11/16 | 5-5/8
DH501003 #29 .1360 3/16 13/16 2 DH501029 7/32 .2188 1/4 1-13/32 3 DH501055 3/8 .3750 3/8 2-1/4 4-1/8 DH501081 23/32 .7188 3/4 3-3/4 6
DH501004 #28 .1405 3/16 13/16 2 DH501030 #2 2210 1/4 1-13/32 3 DH501056 Vv .3770 1/2 2-1/2 4-3/8 DH501082 47/64 7344 3/4 3-3/4 6
DH501005 9/64 .1406 3/16 13/16 2 DH501031 #1 .2280 1/4 1-13/32 3 DH501057 25/64 .3906 1/2 2-1/2 4-3/8 DH501083 3/4 .7500 3/4 3-3/4 6
DH501006 #27 .1440 3/16 13/16 2 DH501032 15/64 2344 1/4 1-13/32 3 DH501058 X .3970 1/2 2-1/2 4-3/8
DH501007 #26 .1470 3/16 13/16 2 DH501033 B .2380 1/4 1-19/32 | 3-1/8 DH501059 Y 4040 1/2 2-1/2 4-3/8
DH501008 #25 .1495 3/16 7/8 2-1/16 DH501034 C .2420 1/4 1-19/32 | 3-1/8 DH501060 13/32 14062 1/2 2-1/2 4-3/8
DH501009 #24 .1520 3/16 7/8 2-1/16 DH501035 D .2460 1/4 1-19/32 | 3-1/8 DH501061 V4 4130 1/2 2-1/2 4-3/8
DH501010 #23 .1540 3/16 7/8 2-1/16 DH501036 1/4 .2500 1/4 1-19/32 | 3-1/8 DH501062 27/64 4219 1/2 2-13/16 | 4-5/8
DH501011 5/32 1562 3/16 7/8 2-1/16 DH501037 F .2570 3/8 1-19/32 | 3-1/8 DH501063 7/16 4375 1/2 2-13/16 | 4-5/8
DH501012 #22 .1570 3/16 7/8 2-1/16 DH501038 G 2610 3/8 1-19/32 | 3-1/8 DH501064 29/64 4531 1/2 2-13/16 | 4-5/8
DH501013 #21 .1590 3/16 7/8 2-1/16 DH501039 17/64 2656 3/8 1-19/32 | 3-1/8 DH501065 15/32 4688 1/2 2-13/16 | 4-5/8
DH501014 #20 .1610 3/16 1 2-1/2 DH501040 | 2720 3/8 1-25/32 | 3-3/8 DH501066 31/64 4844 1/2 2-13/16 | 4-5/8
DH501015 #19 .1660 3/16 1 2-1/2 DH501041 J 2770 3/8 1-25/32 | 3-3/8 DH501067 1/2 .5000 1/2 3-1/16 5
DH501016 11/64 1719 3/16 1-1/8 2-3/4 DH501042 9/32 .2812 3/8 1-25/32 | 3-3/8 DH501068 33/64 5156 5/8 3-1/16 5
DH501017 #15 .1800 3/16 1-1/8 2-3/4 DH501043 L .2900 3/8 1-25/32 | 3-3/8 DH501069 17/32 5312 5/8 3-1/16 5
DH501018 #14 .1820 3/16 1-1/8 2-3/4 DH501044 M .2950 3/8 1-25/32 | 3-3/8 DH501070 35/64 .5469 5/8 3-1/16 5
DH501019 3/16 .1875 3/16 1-1/8 2-3/4 DH501045 19/64 .2969 3/8 1-25/32 | 3-3/8 DH501071 9/16 5625 5/8 3-1/16 5
DH501020 #10 .1935 1/4 1-9/32 2-7/8 DH501046 N .3020 3/8 1-31/32 | 3-7/8 DH501072 37/64 .5781 5/8 3-9/32 5-1/4
DH501021 #9 .1960 1/4 1-9/32 2-7/8 DH501047 5/16 3125 3/8 1-31/32 | 3-7/8 DH501073 19/32 5937 5/8 3-9/32 5-1/4
DH501022 #8 .1990 1/4 1-9/32 2-7/8 DH501048 (0] .3160 3/8 1-31/32 | 3-7/8 DH501074 39/64 6094 5/8 3-9/32 5-1/4
DH501023 #7 2010 1/4 1-9/32 2-7/8 DH501049 21/64 .3281 3/8 1-31/32 | 3-7/8 DH501075 5/8 6250 5/8 3-9/32 5-1/4
DH501024 13/64 .2031 1/4 1-9/32 2-7/8 DH501050 Q .3320 3/8 1-31/32 | 3-7/8 DH501076 41/64 .6406 3/4 3-9/32 5-1/4
DH501025 #6 .2040 1/4 1-9/32 2-7/8 DH501051 R .3390 3/8 2-1/4 4-1/8 DH501077 21/32 .6563 3/4 3-11/16 | 5-5/8
DH501026 #5 .2055 1/4 1-9/32 2-7/8 DH501052 11/32 .3438 3/8 2-1/4 4-1/8 DH501078 43/64 6719 3/4 3-11/16 | 5-5/8
» NEXT PAGE
© : Excellent O : Good
150 . r°r | M
DgAsine;;it?tl)n Non-alloy steel Low alloy steel ngﬂglggoyeg:teeel Stainless steel Grey castiron  Nodular cast iron Malleiarxgle @t
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 = 260 160 250 130 230
Recommended
150
ngsi:ie;;t?tl)n vﬁg{gmﬁgy Aluminum-cast, alloyed Coppeér%r:](ieCoglgt:;Alloys Nm'a't\gﬁtaﬁlshc Heat Resistant Super Alloys Titanium Alloys _--
VDI 3323 21 2 23 24 25 26 28 29 30 31 2 33 34 35 36 37 38 391 393 40 P
HRc 15 30 25 38 34 55 60 70 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommended © © 0
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TiAIN-COATED SOLID CARBIDE DREAM DRILLS
for High Hardened Steels (HRc50~HRc70)

» Drilling for High Hardened Steels; Quenched Steels, Tempered Steels (under HRc 70)
» Special geometry design for Hardened Steels

» Minimum of cutting load through special thinning

» Performing good chip removal and powerful drilling

DHSOO SERIES

L1 ‘
CARBIDE 4
140 P.138
Unit : mm
D”" Diameter Shank | Flute | Overall D”" Diameter Shank | Flute | Overall
m Diameter Length Length m Diameter | Length | Length

L2

TiAIN TiAIN D2 L1 L2
DH500010 1.0 .0394 3 6 40 DH500048 4.8 .1890 6 32 72
DH500011 1.1 .0433 3 6 40 DH500049 49 .1929 6 32 72
DH500012 1.2 0472 3 6 40 DH500050 5.0 .1969 6 32 72
DH500013 13 .0512 3 8 40 DH500051 5.1 .2008 6 32 72
DH500014 1.4 .0551 3 8 40 DH500052 5.2 .2047 6 32 72
DH500015 15 .0591 3 8 40 DH500053 53 .2087 6 32 72
DH500016 1.6 .0630 3 10 40 DH500055 55 2165 6 35 75
DH500017 1.7 .0669 3 10 40 DH500060 6.0 .2362 6 35 75
DH500018 1.8 .0709 3 10 40 DH500062 6.2 2441 8 40 80
DH500019 1.9 .0748 3 10 40 DH500065 6.5 .2559 8 40 80
DH500020 2.0 .0787 3 12 42 DH500068 6.8 2677 8 45 85
DH500025 25 .0984 3 14 44 DH500069 6.9 2717 8 45 85
DH500026 2.6 .1024 3 16 44 DH500070 7.0 .2756 8 45 85
DH500028 28 .1102 3 16 46 DH500075 7.5 .2953 8 45 85
DH500030 3.0 1181 3 18 46 DH500080 8.0 .3150 8 50 98
DH500033 33 .1299 4 18 48 DH500085 8.5 .3346 10 50 98
DH500034 34 1339 4 20 50 DH500086 8.6 .3386 10 57 105
DH500035 35 .1378 4 20 50 DH500088 8.8 .3465 10 57 105
DH500038 3.8 .1496 4 22 52 DH500090 9.0 .3543 10 57 105
DH500040 4.0 1575 4 22 52 DH500093 9.3 .3661 10 57 105
DH500041 4.1 1614 6 25 65 DH500095 9.5 .3740 10 57 105
DH500042 4.2 .1654 6 25 65 DH500100 10.0 .3937 10 63 111
DH500043 4.3 .1693 6 28 68 DH500102 10.2 4016 12 63 1M
DH500044 4.4 1732 6 28 68 DH500103 10.3 4055 12 63 11
DH500045 4.5 1772 6 28 68 DH500105 10.5 4134 12 71 111
DH500046 4.6 1811 6 28 68 DH500108 10.8 4252 12 71 119

» NEXT PAGE
© : Excellent O : Good

150 . p°r | M

Dgg:ﬁ;{?én Non-alloy steel Low alloy steel ngh gltlgztlegtesgelel Stainless steel Grey castiron  Nodular castiron Malleiz;l(l’)rl]e @5t
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230

Recommended

150 N ] s |

Dgﬂ:ﬁ:{?(lm WArgjlgi?tl;T(;y Aluminum-cast, alloyed Copp(eé:)r:jc;g})grgi;)l\lloys N%\aﬁﬁtaallslic Heat Resistant Super Alloys Titanium Alloys _--
VDI 3323 21 22 23 24 25 26 28 29 30 31 32 33 34 35 36 37 38 391 393 40 41
HRc 15 30 25 38 34 55 60 70 42 55
HB 60 100 75 920 130 110 920 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommended © O 0
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TiAIN-COATED SOLID CARBIDE DREAM DRILLS
for High Hardened Steels (HRc50~HRc70)

DH500 SERIES

» Drilling for High Hardened Steels; Quenched Steels, Tempered Steels (under HRc 70)
» Special geometry design for Hardened Steels

» Minimum of cutting load through special thinning

» Performing good chip removal and powerful drilling

L2

CARBIDE 4
140 P.138
Unit : mm
Drill Dlameter Shank | Flute | Overall
Dlameter Length Length

TIAIN L2
DH500110 11.0 .4331 12 71 119
DH500115 11.5 4528 12 71 119
DH500120 12.0 A724 12 71 119
DH500121 12.1 4764 14 77 125
DH500140 14.0 5512 14 77 125
© : Excellent O : Good
1SO M
DgAsg:ie’;it?(lm Non-alloy steel Low alloy steel ngﬂ gm:te?el Stainless steel Grey castiron  Nodular cast iron Mallei?gle @t
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommended
1SO
Material Aluminum- Co erand Co rAII Non Metalli N .
VDI 3323 21 22 23 24 25 26 28 29 30 31 32 33 34 35 36 37 38 391 393 40 4
HRc 15 30 25 38 34 55 60 70 42 55
HB 60 100 75 920 130 110 20 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommended © © 0
Phone: +82-32-526-0909, www.yg1.kr, E-mail: yg1@yg1.kr /& YG-1CO, LTD. 137

Phone: +1-800-765-8665, www.yg1usa.com



- for HIGH HARDENED STEELS RECOMMENDED CUTTING CONDITIONS

) BRI S B [ | B without COOLANT HOLES SFM =fumin.

FEED =inch/rev.

Material mmc| 30 [ - | 40 | - [s50[e0 | - | - |80 | - [|100]
Description maow - | g | - 3ne| - | - | va sne | - | 38 | - |
Do e i2so | 575 sys | 99 | 362 | 2500 125 | 3150 3750 | 3937
. . RPM 2120 1590 1270 1060 800 640
FEED | .0004-.0012 | .0004-.0016 | .0004-.0016  .0004-.002 @ .0004-.002 .0004 -.002
RPM 1590 1190 950 800 600 480
e’AN Hardened steel 49
FEED | .0004-.0012 | .0004-.0016 | .0004-.0016 | .0004-.002 | .0004-.002 .0004 -.002
- o RPM 1270 950 760 640 480 380
: FEED | .0004-.0012 | .0004-.0016 | .0004-.0016 @ .0004-.002 @ .0004-.002 .0004 -.002
Material MmC| 120 | - |1a0| - | - [0 | 180 | - |
Descpton T 7 S N 1T 0 S I N 7S
DEGMALl 4724 | 5000 | 5512 | 5625 | 6250 | 6299 | 7087 | 7500
5 1 RPM 530 504 450 403 356 336
FEED = .0004-.0024 @ .0004-.0024 @ .0004-.0024 @ .0004-.0024 .0004-.0024 @ .0004-.0024
RPM 400 374 340 299 299 250
AN Hardened steel 49
FEED | .0004-.0024 | .0004-.0024 | .0004-.0024 | .0004-.0024 | .0004-.0024 .0004-.0024
303 39 RPM 320 298 270 238 238 199
: FEED | .0004-.0024 | .0004-.0024 .0004-.0024 .0004-.0024 .0004-.0024 @ .0004-.0024
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B TECHNICAL DATA I s rechvicat pata [

n CHARACTERISTIC OF DREAM DRILLS n SHANK TYPE DREAM DRILLS WITH COOLANT HOLES
- YG-1’s Dream Drill Series are suitable for high speed and accurate drilling operations by special design and high quality. Form HA Form HB Form HE
- ﬁz?edri;erformance for Steels, Cast Irons, Tool steels, Alloy steels and Stainless steels, Aluminum and Composite g:' . ' N ¢

- Rapid chip evaogatlon and excellent chip breaking can be achieved by special designed cutting edges on point and chip Form HAK Form HBK Form HEK
breakers on leading edges.

- High accuracy and stability. :.’v v: E;’v v‘: E; - v:
- Longer tool life with TiAIN coating.
- Self-centering » If you need other Shank Type, we can supply them.

n HONING GUIDE OF DREAM DRILLS
ﬂ DRILL DIAMETER TOLERANCE INCH 1000mm
m =

up to .118 over .118 up to .236 over .236 up to .394 over .394 up to .709
+0

—-.00055 -.00071 -.00087 -.00106

B Dimension of Honing M Scraper

for Roughing (#140)

for Finishing (#230 ~ #400)

. m DRILL DIAMETER TOLERANCE METRIC
N ,
RAKE ANGLE W(mm) ‘ 0.15~0.2 ‘ 0.1~0.15 ‘ Diameter 3-6 6-10 10-18 18 -30
25° | (mm) over to over to over to over to
hé 0 0 0 0

» Section A-A  R0.01~0.02mm » The dimension W of stocked products is 0.1~0.15.

—.00024 ~.00032 —.00036 —.00044 —.00052

hy 0 0 0 0 0
—.0004 —.00048 —.00059 —.00071 ~.00083

0 0 0 0 0

h8

n USE OF DREAM DRILLS —.00056 —.00071 —.00087 ~.00107 ~.00130
7 +.00048 +.00063 +.00083 +.00099 +.00114
D) +.00007 +00015 +.00023 +.00027 +.00031

» Chucking with spring collet correctly.
» Radial run out at cutting lip must not exceed 0.025 mm.

COOLANT RECOMMENDATIONS FOR CARBIDE DREAM DRILLS

Good Within 0.025 Required Pressure and Volume for Coolant Fed Carbide Drills
> Tighten clamp of work piece. 600 == MINIMUM COOLANT PRESSURE
. === MINIMUM COOLANT VOLUME .
g Minimum Gallons Per Minuti (GPM) based on minimum Coolant Coolant Pressure. E
~ High RPM lowers GPM and requires higher Coolant Pressure. GPM (O]
2 400 25 °
=}
2 GPM S
@ 2 =
» Supply coolant enoughly to the entrance of holes. a <>3
» In using Dream Drill with Coolant holes, high pressure = 200 *g
coolant is needed. 5 a
o) . o]
8 1 = | | — S
7 7 .0000 .1250 .2500 .3750 .5000 .6250 .7500 .8750
4 7 « Radial run out at cutting
lip must not exceed .001 Drill Diameter (inch)
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