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Drills with replacable bits 1.5 DHB Helis Drill @20 - @56 mm
Degistirilebilir Uclu Matkaplar

Lc

8 To— e 8
La

Stock Dimension Screw
Ordering No. Stok Olgdler mm Insert Uc Sikma Wrench
Takim Kod No. RiL| @D | @d d La Lc L Kesici Ug Vidasi Torx Anahtar
1.5DHB20025R/L10 (O [O| 20 25 32 34 54 115 WCMX 040204 - 11 7815101 T08
1.5DHB21025R/L10 |O|O| 21 25 32 36 54 115
1.5DHB22025R/L10 [O|O| 22 25 32 37 54 115
1.5DHB23025R/L10 [O|O| 23 25 32 38 54 115
1.5DHB24025R/L10 |O|O| 24 25 32 41 54 125 WCMX 050308 7883203 T09
1.5DHB25025R/L10 |[O|O| 25 25 32 43 54 125
1.5DHB26025R/L10 [O|O| 26 25 32 45 54 125
1.5DHB27025R/L10 [O|O| 27 25 32 46 54 130
1.5DHB28025R/L 10 [O|O| 28 25 32 47 54 130
1.5DHB29025R/L10 |[O|O| 29 25 32 49 54 130
1.5DHB30032R/L 10 |[O|O| 30 32 49 49 58 140 WCMX 06T308 7883209 T15
1.5DHB31032R/L10 [O|O| 31 32 49 50 58 140
1.5DHB32032R/L10 |O|O| 32 32 49 55) 58 145
1.5DHB33032R/L10 [O|O| 33 32 49 56 58 145
1.5DHB34032R/L10 [O|O| 34 32 49 58 58 145
1.5DHB35032R/L10 [O|O| 35 32 49 59 58 145
1.5DHB36032R/L10 |[O|O| 36 32 49 59 58 150
1.5DHB37032R/L10 |O|O| 37 32 49 61 58 150
1.5DHB38032R/L10 [O|O| 38 32 49 62 58 150
1.5DHB39032R/L10 [O|O| 39 32 49 63 58 150
1.5DHB40032R/L 10 [O|O| 40 32 49 65 58 150
1.5DHB41032R/L10 |O|O| 41 32 49 66 58 155
1.5DHB42032R/L10 |[O|O| 42 32 49 68 58 155
1.5DHB43032R/L10 [O|O| 43 32 49 68 58 155
1.5DHB44032R/L 10 [O|O| 44 32 49 72 58 155
1.5DHB 45040 R/L10 [O|O| 45 40 59 73 68 170 WCMX 080412 7883202 T15
1.5DHB46040R/L10 [O|O| 31 40 59 74 68 170
1.5DHB47040R/L10 |O|O| 32 40 59 75 68 170
1.5DHB48040R/L10 [O|O| 33 40 59 78 68 180
1.5DHB49040R/L10 [O|O| 34 40 59 80 68 180
1.5DHB50040R/L10 |[O|O| 35 40 59 82 68 180
1.5DHB51040R/L10 [O|O| 36 40 59 84 68 180
1.5DHB52040R/L10 [O|O| 37 40 59 86 68 180
1.5DHB53040R/L10 [O|O| 38 40 59 88 68 182
1.5DHB54040R/L10 [O|O| 39 40 59 89 68 182
1.5DHB 55040 R/L10 [O|O| 40 40 59 90 68 185
1.5DHB56040R/L10 |[O|O| 41 40 59 91 68 185
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Drills with replacable bits 3 DHB Helis Drill @20 - @56 mm
Degistirilebilir Uclu Matkaplar

Lc

TAKIMSAS

5 bk-———————— = ——] 8
La
Stock pirqension Screw
Ordering No. Stok Olgaler mm Insert Uc Sikma Wrench
Takim Kod No. RiL| ¢D | @d d La Lc L Kesici Ug Vidasi Torx Anahtar
3 DHB 200 25 R/L 10 O|O| 20 25 32 63 54 138 WCMX 040204 - 11 7815101 TO8
3 DHB 210 25 R/L 10 O(O| 21 25 32 64 54 138
3 DHB 220 25 R/L 10 O|0| 22 25 32 69 54 138
3 DHB 230 25 R/L 10 O|O| 23 25 32 70 54 138
3 DHB 240 25 R/L 10 O|0| 24 25 32 75 54 150 WCMX 050308 7883203 TO9
3 DHB 250 25 R/L 10 O|O| 25 25 32 77 54 150
3 DHB 260 25 R/L 10 O|0| 26 25 32 82 54 150
3 DHB 270 25 R/L 10 O|0| 27 25 32 85 54 150
3 DHB 280 25 R/L 10 O|O| 28 25 32 88 54 160
3 DHB 290 25 R/L 10 O|0| 29 25 32 91 54 160
3 DHB 300 32 R/L 10 O|O| 30 32 49 92 58 160 WCMX 06T308 7883209 T15
3 DHB 310 32 R/L 10 O|O| 31 32 49 94 58 175
3 DHB 320 32 R/L 10 O|O| 32 32 49 103 58 175
3 DHB 330 32 R/L 10 O|O| 33 32 49 104 58 190
3 DHB 340 32 R/L 10 O|O| 34 32 49 105 58 190
3 DHB 350 32 R/L 10 O|0| 35 32 49 107 58 190
3 DHB 360 32 R/L 10 O|O| 36 32 49 115 58 190
3 DHB 370 32 R/L 10 O|0| 37 32 49 117 58 205
3 DHB 380 32 R/L 10 O|0| 38 32 49 119 58 205
3 DHB 390 32 R/L 10 O|0| 39 32 49 121 58 205
3 DHB 400 32 R/L 10 O|0| 40 32 49 123 58 205
3 DHB 410 32 R/L 10 OO 41 32 49 129 58 205
3 DHB 420 32 R/L 10 O|0| 42 32 49 131 58 205
3 DHB 430 32 R/L 10 O|O| 43 32 49 132 58 205
3 DHB 440 32 R/L 10 O|0| 44 32 49 133 58 205
3 DHB 450 40 R/L 10 O|O| 45 40 59 142 68 205 WCMX 080412 7883202 T15
3 DHB 460 40 R/L 10 O|O| 3t 40 59 143 68 225
3 DHB 470 40 R/L 10 O|O| 32 40 59 144 68 225
3 DHB 480 40 R/L 10 O|O| 33 40 59 151 68 225
3 DHB 490 40 R/L 10 O|O| 34 40 59 153 68 240
3 DHB 500 40 R/L 10 O|0| 35 40 59 155 68 240
3 DHB 510 40 R/L 10 O|O| 36 40 59 157 68 240
3 DHB 520 40 R/L 10 OO 37 40 59 159 68 240
3 DHB 530 40 R/L 10 O|O| 38 40 59 161 68 240
3 DHB 540 40 R/L 10 O|0| 39 40 59 162 68 240
3 DHB 550 40 R/L 10 O|O| 40 40 59 163 68 242
3 DHB 560 40 R/L 10 O|0| 41 40 59 163 68 242
@ Stokta Mevcut / In stock © Siparisten sonra 2 hafta / 2 weeks upon the date of order O Siparisten sonra 4 hafta / 4 weeks upon the date of order
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Inserts of U - Drills
Matkap Uclari
80°
/\ /\ - Dimension
Ordering No. Stock Olgdler mm
¢ Takim Kod No. Stok D s d r
R - WCMT 040208 - 011 | O 6.35 2.38 3.1 0.8
d WCMT 050308 -011 | O 7.94 3.18 3.2 0.8
1 WCMT 06T308-011 | O 9.52 3.97 3.7 0.8
WCMT 080412-011 | O 12.7 476 4.4 1.2
— T ~ &
W S WCMT 050308 -012 | O 794 | 318 3.2 0.8
— WCMT 06T308-012 | O 9.52 3.97 3.7 0.8
Db WCMT 080412-012 | O 12.7 476 4.4 1.2
80°
Dimension
¢ Ordering No. Stock Olguler mm
R d Takim Kod No. Stok D S d r
. WCMX 050308 R510| O 7.94 3.18 3.2 0.8
WCMX 06T308 R510| O 9.52 3.97 3.7 0.8
WCMX 080412 R510| O 12.7 476 4.4 1.2
A
h 16024 & S
am— D -
e
Dimension
L Ordering No. Stock Oldler mm
R Takim Kod No. Stok D S d r
d WCMX 050308 R530| O 7.94 3.18 3.2 0.8
\L WCMX 06T308 R530| O 9.52 3.97 3.7 0.8
I \,« ﬁg WCMX 080412 R530| O 12.7 476 4.4 1.2
h 1600 f s
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Degistirilebilir uclu matkaplar icin teknik bilgiler

Emniyet Bilgileri

+ Kesici takimin sabit tutulup isleme parcasinin déndirildagi
hallerde kesim sonunda keskin ve ince bir disk olusabilecektir.
Bir koruyucu MUHAFAZA tavsiye edilir.

+ Eger matkap doniiyor ve sogutma RINGI kullaniyorsa
sogutma RINGI’nin dénmesi dnemlidir.

+ Sagcllan talaslardan korunmak i¢in koruyucu MUHAFAZA
kullaniimasi énerilir.

ilerleme Kuvveti

ilerleme kuvvetleri kesme hizlari icin belirlenmistir.
v,=120 m/dak.
Malzeme 900 N/mm?

Su Besleme

Takim dénerken su basinci normalin Gzerinde oldugu
zaman talas takim Gzerinden daha iyi akar. Bunun igin
makina Uzerinden gelen su basinci cogunlukla

yeterlidir.
A ilerieme kuwet Fv (kN) A
10
/ AN /
8 //4 \\ /
/
6 A / //
/ 7 N/
4 d / AN
= \
s AN
2 s AN
P
/ - -
20 40 60
Delme Gapi @ (mm) Delme Cap! @ (mm)
Kesme Kuvvetlerinin Balansi
{ [ A
= 25
20
“é //
< 15 =
& //
5 ///
—
Baglama sistemi =
Takim Uzerine Uclar Takimsas ¢ 20 0 0 0 460

maxilock-S sistem vida ile basit ve
iyi bir sekilde baglanir.

Delme Gapi @ (mm)
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Technical information about drills having interchangeable bits

Security Information i

» At the end of cutting process and in the case of cutting tool :
being stabilized, process material being rotated, a sharp and |
thin disc occurs. A protective cover is recommended.

« If the drill rotates by using cooler RING, rotation of RING is
important.
» Using protective cover is recommended to prevent any

damage of scattered stones.
Feeding Power Water Supply
Feeding Power has been determined for cutting Chips can flow over rotating tool easily if water
speed pressure is more than standard. Mostly, Water
v, = 120 m/dak pressure from water supply to tool is adequate.

Material 900 N/mm?2

A feeding Power Fv (kN) % A

10

/ \ /
8 //4 \\ /
/
6 A / \\ //
= o
7N\
4 / / / AN
Z o
Ve N
2 Ve AN
o~
‘f\ > >
20 40 60
Boring Diameter (mm) Boring Diameter (mm)

Balance of Cutting Powers

= E .

20

15 %
10 L

\

Cutting Power

AN

/
5 ///
Combining System m—

Inserts can be connected on the tools ¢ —
perfectly by simply Takimsas maxilock-S 20 30 40 50 60
system screw. Boring Diameter (mm)
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Kullanma tavsiyeleri

Mekanik gereksinimler (sartlar)

Degistirilebilir sert maden uglu matkaplar, amaca uygun isleme tezgahlarinda kullanildiklari zaman teknolojinin tim
modern avantajlarini ve etkinliklerini bize gdsterirler. Kullanim esnasinda mekanik sartlarin varolmasi ve hatta tam
olarak uygun olmasi gerekmektedir.

« Kesme hizlari sert maden ug veya kalitesi igin uygun olmalidir.

« Fener mili ucunun kesme sartlari igin yeterli ve devamli olmasi gereklidir. (1000N/mm2’den daha yukari
mukavemetteki ¢elikler icin). Fener mili performansi denilecek delik ¢api icin, yeterli motor gliciine sahip olmasi
ve sUrekKliligini muhafaza ediyor olmasi gereklidir.

« Degistirilebilir sert maden uc¢lu matkap ve delinecek is parcasi tezgah tablasina rijit olarak baglanmalidir.
Tezgah ve baglanan isde, vibrasyon olmamali ve bunun tedbiri alinmis olmalidir.

« Takimin ilerlemesi dlizenli olmali ve degiskenlik géstermemelidir.

« Sogutma sivisi ve yag, kullanim esnasinda yeterli basing ve debiye sahip olmalidir.

» Delme esnasinda, sogutma sivisi ve yagin, delme isleminin en sonunda ¢ikacak olan yuvarlak parganin ve
muhafazalarin kullanilmasi ve tam emniyet tedbirlerinin 6nemli alinmasi gereklidir.

Bu emniyet sartlari CNC ve NC torna tezgahlari ve isleme merkezinde tercih edilebilir bir sekilde saglanmisgtir.
Frezeleme, delme ve diger 6zel makinalarda emniyet korumalari olanlari oldugu gibi, olmayanlarda mevcuttur ve
bunlarda tim emniyet tedbirlerinin dilmi operasyonuna baslamadan énce alinmis olmasi sarttir. Calisma emniyet
acisindan tim koruma tedbirlerine 6zenle itina géstermeliyiz.

islenecek parca malzemeleri

Kesme islemi esnasinda, gézle gorilur bir sekilde talaslarin almis oluklari sekiller yizinden, kisa talas olusturan
islenecek malzemeler ile, uzun talas olusturanlar arasinda farkhlklar belirmigtir. Talaslarin tahliye kanallari vasitasi
ile uygun bir sekilde akislari s6z konusu oldugunda; kisa talas veren malzemeler, uzun talas veren malzemelere
gbre daha az problem gdsterirler. Bitun ¢elik gesitleri ve demir icermeyen (non-ferrous) malzemeler uzun talas
olustururlar.

Delme islemi yapilacak malzemelerde kullanilacak ucun, talas kirici formunun en ideal bir sekilde secilmis olmasi
ve buna gére kesme sartlarinin tam olarak uygulanmis olmasi durumunda, tim gelik gesitleri ve demir icermeyen
(non-ferrous) malzemelerde basarili sonuglar alinir. Degistirilebilir sert maden ug olarak WCMK-WCMT ve benzeri
uclar basarili olanlaridr.

Tercih edilen sert maden uglar, kesme kenarlari ekstra yuvarlaklastiriimis olanlaridir. (ISO'ya gére S tipi). Butun
celik cesitleri ve dokim cesitlerinde; MOLIBDEN TZM, hafif metaller ve demir icermeyen (non-ferrous) metallerde
kullanilacak uclarin kesme kenari tipi ISO'ya gére F-keskin kenarli olanlardir ve en iyi sonuglari verirler.

Kisa talas elde etmek ideal olan kesme datasi, malzemenin cinsine, sert maden ucun kalitesine gbre olanidir ve
buna gére kullanilacak kesme sartlari ideal sonuclari verecektir. Bu bélimin sonundaki bilgiler malzeme cinslerine
gbre ideal kesme datalarini vermektedir, kiiguk degisikliklerle kullanimi problemlerin ¢ikmasini énleyecektir.

Sert maden uclari secimi

Kesici takim malzemesi ile islenecek parga malzemesinin ideal satlari olugturacak eslesmeyi garantilemek igin, sert
maden ucun farkl kaliteleri icin WXMX-WCMT ve benzeri kodlu uglar uygundur. En yiksek kesme hizlari igin ¢cok
katli kaplama yapilmis uglar tavsiye edilir. (TIC, Ti(c,n), TIN-P35 ve Al203 P15/K15) Diisiik kesme hizlari icin
kaplamasiz uglar (P25, P35, K15) tavsiye edilir. Kaplamali ve kaplamasiz kalitelerde (P25-P35) kesme kenarlari
yuvarlatiimis veya negatif pah yapiimistir. K20, K30 gibi kisa talas veren malzemelerde (dékiim) kullanlan uclarin
kesme kenarlari ise keskin (F) yapiimistir. Delme esnasinda gercek kesme hizi, kesici ug radylsiine orantili
oldukca (dis capa), merkezde kesme islemi yapan ucun o ¢aptaki kesme hizi vc=0 olur. Bu merkezdeki disuk
kesme hizinin vc so nucu olarak merkezdeki ug, dis cap kesmesi yapan uca gore daha fazla yik altindadir ve daha
fazla yiiksek basinca maruz kalir. Ozellikle darbeli kesmeler ile, 6rnegin; Talas merkez tarafindaki ucun lizerine
yapisir ve ucun Uzerine gelen basinci arttirir. Bu sebeplerden dolay! merkez tarafinda asinmaya karsi degil,
kinlmaya karsi daha dayanikli ug kalitesi secmeliyiz. Ornegin; P30-P40 gibi.
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Usage recommendations

Mechanical Needs (Conditions)

When the drills having interchangeable hard material bits are used on expedient process workbenches, we can get
all advantages and efficiency of modern technology. During active period, mechanical conditions must exist and be
convenient.

 Cutting speeds must be compatible to hard metal bit and its quality

+ Lantern mills pin must be adequate and continuous for cutting conditions. (It is for the steels having resistance
more than 1000N/mm2). Lantern mills performance must have adequate engine power and keep continuity for
the hole diameter to be bored

« The drill having interchangeable hard metal bit and process material to be bored must be assembled to the
workbench rigidly. There must not be any vibration on the workbench and process material by some precautions.

» Feeding of tool must be in an order and consistent.

« Cooling water and oil/grease must have adequate pressure and flow rate during running period.

 During boreing period, cooling water and oil/grease, the round shaped lot which is obtained at the end of boreing
process and cover must be used by having all safetiy precautions attentively.

These safety conditions have been provided in CNC and NC lathe benches and in process center to be preferred.
Although the safety protection are equipped in cutting, boring and some special machines, there are some
machines without safety conditions. For these machines, before boring process the safety precautions must be
done. Protective precautions are obligation for working security.

The Process Material Ingrediants
During cutting process, because of occurance of recognizable chip forms, some differences are determined
between the materials making long shaped chips and the materials making short shaped chips.

When it is needed to load out the chips by canals appropriately, the materials making short shaped chips have less
problems rather than the materials having long shaped chips. All steel qualities and nonferrous materials produce
long chips.

When the chip breaker form of bit which are used in the materials to be bored must be chosen compatibly and
accordingly cutting conditions are applied perfectly, successful results are reached in all steel qualities and
nonferrous materials. The most successful interchangeable hard metal bits are WCMX-WCMT and similars.

Preferable hard metal bits are the bits having rounded cutting edges. (According to ISQO, it is S type). The best
results can be got from the inserts having F type sharp cutting edge in ISO standard, when they are used in all
steel qualities, foundry qualities, MOLIBDEN TZM, light metals and nonferrous metals.

The ideal cutting data to get short chips must be compatible to the kind of material and hard metal bit quality,
compatible cutting conditions to datas and bit quality provide ideal results. The information at the end of this section
includes ideal cutting datas verses materials.

Choosing Hard Metal Pins

WXMX-WCMT and similar coded bits are suitable for different qualities of hard metal bits to guarantee of matching
the material of cutting tool and process material which will form the ideal conditions The bits with multiple layered
coating are recommended for maximum level cutting speeds. The bits without coating (P25, P35, K15) are
recommended to get (TiC, Ti(cn), TiIN-P35 and Al203P15/K15) low cutting speeds. In the qualities with and without
coating (P25-P35), cutting edges are rounded or chamfered negatively. The bits which are used for some foundry
materials producing short chips like K20 and K30 have sharp cutting edges (F). During boreing process, if real
cutting speed has a proportion of insert radius (external diameter), the cutting speed of bit which is in central cutting
procees in this diameter is Vc = 0. The central bit is under more pressure and more loading rather than the bit
having external cutting process as a result of low cutting speed Vc in the center. Especially with stroke cutting, for
example; chip sticks on central bit and increases the prossure on this bit. Because of these reasons, bits must be
chosen to resist breaking not to corrosion. For example;
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Kullanma tavsiyeleri

Kesme degerleri

Cizelge 25'de dogru kesme sartlari ile ilgili yardimci bilgileri bulacaksiniz. De@erler, malzeme cinsine gére kesme
hizi, ilerleme ve sert maden u¢ kalitelerini icermektedir. Bu degerler standart olarak hazirlanmiglardir ve arttirilabilir
veya azaltilabilirler. Bu bilgiler, ilk calisma igin takip edilebilecek yardimci bilgilerdir. ilk asamada bu degerler ile
baslayip calismanin sekline gére iyilestirmeler yaparak daha iyi sonuclar almak mimkanddr.

Kesme degerlerinin optimizasyonu

Cizelge 25'de tavsiye edilen kesme degerleri ile ¢alisildigi zaman, kesme hizinin ilerlemeye orani dogru
secildiginde islemde basarili bir sonu¢ saglanmis olur. Genel olarak, ilerleme arttirildigi zaman kisa talas elde
etmek kolaylasacaktir. Diger taraftan ilerleme sabit kalip kesme hizi arttirildigi zaman daha uzun bir talas elde edilir
ki, bu da tavsiye edilmez. Daima kisa talas verecek kesme sartlari olusturulmalidir.

Sogutma sivisi besleme

Bircok durumda talasin disariya kolay atilabilmesi icin uygun kesme sivisi ve yag, (emusiyon) veya basingli hava
kullanilir. Ozellikle, derin delikler igin (>1x nominal ¢ap) veya delici takimin déndiiriildiigi ve dik olarak kullanildig
zaman talas kanallarinin ttkanmasini engellemek i¢in ¢ikan talasin kisa ve kiglik kesme sivisi basing ve debisinin
yeterli olmasina dikkat etmeliyiz. Yukaridakilere ilave olarak, sogutma sivisi ve yag veya basincli hava kesme
esnasinda delik icerisinde olusacak siviyi dnler, bu da kesici sert maden ucun émrinu arttirir. Talasin uygun
kirnlmasina ve gerekli lcinin daha kolay elde edilmesine yardimci olur.

Takim émiir faktorleri ve etkileri

Kesme kenari asinmasi (VB max.) takim émrinde bir faktér oldugu zaman kenar asinmasi igin misade edilen
kesici ug kalinhiginin 1/10'dur. ideal kesme sartlari altinda, kesme kenari basina ortalama 8000 mm'lik delme
uzunlugu islenecek celik parcanin malzemesine goére saglanir. (Yaklasik 1000 N/mm?2)

Kesme kuvvetleri, kesici ucun kesme kenarinin asinma miktarinin artmasi ile artar ve bu sebepten dolayi takim
veya makinaya ekstra yUkler gelir. Eger kesme kuvvetini otomatik olarak denetleyecek bir sistem yok ise, kesme
kenari asinmasini mutlaka diuzenli olarak kontrol etmeliyiz. Misade edilemez bir aginmanin sonucu olarak kesici
ucun Uzerine agir yikler geliyor ise, sert maden ug kirilir ve delici takim blyUk zararlar gérebilir; hatta kullanamaz
hale gelir.

ilave olarak kesici sert maden ucu degistirdigimiz zaman, u¢ yuvasinin temiz olmasina ve kesici uc kenarinda
yapismis talas ve de herhangi bir kirik olmadigina dikkat etmeliyiz, aksi taktirde elde edilecek delik capi nominal
delik gcapindan daha kuguk olur

Kesme iglemleri

Degistirilebilir sert maden uc¢lu matkap déndurulerek ve islenecek parca sabitken yatay veya dikey olarak delme
islemi yapilabilir. islenecek parga dénerken ve takim sabitken delme ekseninin sapma ihtimali vardir, bu durumda
nominal capa goére eksen dizeltilerek uygun ¢alisma elde edilir. Aksi takdirde delik kiicik veya blyik ¢ikacagi gibi,
takimda zarar gorebilir.

Full delik delme

Degistirilebilir sert maden uglu matkap ile tam delme yapilirken delinecek ylzey diizgiin degilse delme sekline gére
ilerleme degisken olarak hesaplanmalidir. Kavisli (ic bukey,dis blkey) yuzeyler delinirken ilk temasta dis ¢ap veya
merkezdeki uglardan sadece bir tanesi kesme yapar ve digeri temas etmez. Bu durumda da, radyal kuvvetler
dengelenemez. i¢ biikey ve dis biikey yiizeylerde delme islemi yaparken tam temas (her iki uctan) saglanincaya
kadar ilerleme yariya distrilir ve tam temas (her iki ug) saglaninca ilerleme tam olarak uygulanir ve de uygun
ilerleme sartlarinda ideale yakin delme islemi gerceklestirilmis olur.
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Technical information about drills having interchangeable bits

Cutting Values

It can be found supportive information about correct cutting conditions in Table 25. The table consists of values,
cutting speed related with material type, feeding and hard metal bit qualities. These values has been prepared in
some standardss and can be increased or decreased. This information is supportive for the initial running to be
followed. In the first step, you can get better results by beginning with these values and then by improving them
according to the process type.

The Organization of Cutting Values

"When you work with the cutting values which are recommended in table 25 and choose correct ratio of cutting
speed to feeding, a successful result is provided in the process. Generally, if feeding increases, getting short chips
becomes easier. On the other side, if you stabilize feeding speed and increase mould cutting speed, you get long
chips and this is not recommended. You must organize the conditions to get short chips.

Cooling Water Supply

In several cases, convenient cutting water and oil/grease (emussion) or air pressure are used to flow chips out
easily. Especially for deep holes (>1 x nominal diameter) or when drill tool is rotated or used perpendicularly, taking
high care is very important to provide adequate flow rate and pressure of small cutting liquid and to get short chips
for preventing chip canals to become plugged. In addition to the above, cooling liquid and oil/grease or air pressure
prevent liquid accumulation in the hole during cutting process, whereupon it increases the life time of hard metal
insert, enables to get true dimensioned and broken chips conveniently.

Tool Wear Life Factors and Effects

When cutting edge corrosion becomes a factor in tool wear life (VB max), permitted insert thickness is 1/10 for
edge corrosion. Under ideal cutting conditions, average mean value of boreing length 8000 mm /a cutting edge is
provided in a correlation with the material of steel process material (approximately 1000 N/mm?).

Cutting powers increase wth the increase of value of insert cutting edge corrosion, therefore some extra loading
occurs on the machine and tools. If there is not any system to control cutting power, cutting edge corrosion must be
controlled regularly. If impermissible over loading occurs on insert as a result of corrosion, hard metal insert is
broken and boreing tool has big damages; in fact it becomes unusable.

As an addition, when hard metal bit has been changed, bit slot must be clean and there must not be any chip
sticked on insert edge and must not be any broken part. Otherwise, the hole diameter can be smaller than the
nominal hole diameter.

Cutting Process

Boing process can be run vertically and horizontally when the process material is stabilized and the drill having
interchangeable hard metal bit is being rotated. While process material is rotating and tool is in fixed position, there
is probability of deviation, in this condition, according to the nominal diameter, a convenient running can be got by
correcting the position of axis. Otherwise decisive hole diameter can be smaller or larger than the needed one and
tool can be damaged.

Only Boring Process
During boring process with the drill having interchangeable hard metal bit, feeding must be calculated variably
depending on boring format if the surface of boring process is not smooth.

When concave or convex surfaces are bored, in the first contact with the inserts either in the external diameter or in
the center bores, other one does not contact. In this situation, radial powers can not be balanced. When boring
process executed on concave or convex surfaces, feeding speed is decreased till getting full contact (by both bits),
when full contact occurs, when full contact is provided, feeding is at full speed and also approximately ideal boreing
process is realized in convenient feeding conditions.



S0,
%¢§*****—|
IAKIMSAS
Delinecek ylizeylerin sartlari icin ornekler
%

Sekil 11'deki gibi takimin dlz bir ylzeye girisi idealdir.
Kesme bilgileri tablo 25'teki degerler tizerinden veya
benzeri kullanacaginiz kesici ug ile ilgili 6zel kesme
degerleri tablolarindan yararlanmaniz ideal bir delik
delmenize imkan saglar. Tablo 25'de 6rnek kesme
degerleri genel kullanimda size oldukca faydali olacaktir.

Sekil-11

Sekil 12'deki gibi dis blkey delme operasyonu yapilacak
bir ylizeye sahip malzemeler delme operasyonu
basladiginda, énce merkezdeki ucun en yiiksek kismi
malzemeye temas eder ve bu noktadan itibaren delmeye
baslar. Bir kural olarak, delme isleminin basinda hig bir
problem olmaz. (ilerleme ¢cogunlukla normaldir.)

Sekil-12

Sekil 13'teki gibi ic biikey bir malzemeyi delmek igin
oncelikle delme operasyonu esnasinda kullanacagimiz
ilerlemenin yarisi kadar bir ilerleme kullanmamiz
gereklidir. Delme operasyonunun basinda éncelikle dis
taraftaki u¢ malzemeye temas eder ve bu normal ilerleme
pozisyonunuda uca ve yuvasina zarar verebilir, bu
kisimda yarim ilerleme kullanmak uca gelecek yukin
hafiflemesini saglar. i¢ biikey kismin bitip tam dolu
ylizeye baslandiginda ise normal ilerleme ile delme Sekil-13
islemine devam etmemiz gereklidir.

Egimli ylzeyi olan bir malzemenin takma uglu matkap ile

delinmesi istendiginde, degistirilebilir sert maden uclu

matkabin énce dis taraftaki ucu kesmeye baslar. Bu tip

delme zorunlulugu oldugu durumlarda, ilk delme

sirasinda ilerleme kesme bilgilerinin verildigi
diagramlardaki ilerleme degerinin yaklasik yarisi kadar

olmasi tavsiye edilir.

Sekil-14

155



156

SV
%.;%*****—|

TAKIMSAS

Some Samples for the Conditions of Surfaces to be bored

As in the figure 11, the ideal situation is to enter the tool
to a flat surface. By referring to the datas in table 25
related with cutting information or the tables consisting
equivalent special datas related with insert provides you
to bore the ideal hole. Special cutting values in table 25
will be very useful for general use.

When boring operation has begun on the materials
having convex surfaces as in the figure 12, firstly the
toppest point of central bit contacts with the surface and
begins boring. As a rule, at the beginning of boring
process there is not any problem (feeding is mostly
normal).

When a concave surface as in the figure 13 has been
used to be bored, the operation must begin with a semi
feeding speed of boring speed. At the beginning of boring
operation, firstly the external bit contacts with the material
and this can damage to the bit and its slot if normal
feeding is used. When semi proceeding is used in this
situation, load on the bit decreases. When concave part
has been completed and flat part has been started,
normal feeding speed and boring process must continue.

When a slopy surface is used to bore with a drill having
interchangeable bit, the external pin of the drill having
interchangeable hard metal bit begins cutting process. In
this kind of situations having boreing difficulties, during
the first boring operation, it is recommended to use semi
feeding speed of the value in diagrams consisting cutting
information.

Figure-11

Figure-12

Figure-13

Figure-14
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Alin yizeyi isleme iglemi

Degistirilebilir uglu matkaplar belirli sinirlamalar ile yizey

isleme islemleri igin kullanilabilirler. Ylzey isleme iglemi

yalnizca bir taraftaki ucla kisith olarak yapilabilir. Kesme

derinlikleri ucun élgiist ve matkabin yapisi ile kisitlidir.

WCMX 06..... ve 08..... lik uclar ile ve, a,max=0.3 mm.

WCMX 10.....ve 12..... lik uglar ile ve a,max=0.6 mm.

Diger yandan isleyebilecegimiz ylzey ¢api, takimin |

nominal ¢gapina baghdir. | alin iglemedeki
|

! ! ilerleme yonii..
Tornalama iglemi g ' 14D
a, ca 1/4.D....

Degistirilebilir sert maden uclu matkaplar ile yapiimasi
istenen tornalama islemlerinde de matkabin api ve kesici
ucun 6lgisi ile kisithdir. izin verilebilir kesme derinligi,
takimin capina baglidir. Sekil 16'da verilmis érnekteki
gibi.

Dis taraftaki tornalama islemi yapacak olan u¢ dénme
esnasindaislem yaparken, dénme yéni delme {

islemindekinin tersi olacaktir, matkap ile tornalama
yaparken dénme ydnine dikkat etmeliyiz.

Delik tornalama iglemi 1/ nees
3 aire gapinin Si...

Delme esnasinda, tornalama isleminde verilen {g\

sinirlamalarin hepsi gecerlidir. Ornegin: Sert maden

degistirilebilir uglu matkap 6ncelikle delme takimi sinifina ?ﬁ Tornalama igleminde

sokulmalidir. Ve sadece tornalama iglemleri icin bazen llerleme yonti..

6zel mecburiyetlerde kullaniimalidir.

Sert maden degistirilebilir u¢lu matkaplar, eksende
ayarlanip tam delme yapildiginda ekonomik ve
avantajlidir. Islenecek malzeme ve delme takiminin

Donerek/durarak calisan takimlar
/E o)
i

Delik islemede

baglanmasi rijit bir sekilde yapilmis ise ve de yeterli _‘___6__ D ——— lle_”emeyonu"
sogutma sivisi debi ve basinci saglanmis ise matkabin <
teknolojik avantajlari verimli bir sekilde kullanilir. Takimin

ya da islenecek malzemenin dénmesi ile takimin dikey ya an max=kesici ug
da yatay kullaniimasi 6nemli degildir. Takimin hareketsiz daire capinin 1/2 si...
parcanin hareketli oldugu yerde,is parcasinin baglandigi

ayna veya pens kafasi,delme islemini yapacak olan takim
ile ayni eksende olup olmadig kontrol edilmeli ve degilse
eksen ayarlamasi yapilmalidir. Eksen ayari iyi
yapilmadigi takdirde nominal delme ¢apinda sapma
olacak ve de delme islemi esnasinda takim kolayca hasar
gorebilecektir.

Merkezden uzakta delme islemi

Sert maden degistirilebilir uglu matkaplar, ayni merkezli olmayacak sekilde ayarlanmis ise buna merkezden uzakta
delme iglemi denir. Bu durumda delik, nominal delme ¢apindan buyik ya da kiguk olabilir. Eger takma kasitl olarak
merkezden uzakta islem yaptiriyorsak bu islem sadece dis ¢captaki ucun kesme kenarina paralel yapilmalidir ve bu
delinecek ¢api belirleyecektir. Eger merkezden uzakta pozisyonlama yapiliyorsa ve ¢ap 6lgisini kigultlyorsa,
matkap gdévde ¢apinin delinen deligin duvarina strtiinme olasiligi artar ve de bu takimin gévde ylizeylerinin
kullanamaz duruma gelmesi ile bircok problemi yasamaniza ve hatta takimin devre digi kalmasina neden olur.
Ayrica takim ile islenecek delik zarar gérebilir ve hatta islem bozuk olabilir. izin verilebilir ayar limitleri, takimin
nominal ¢gapina baghdir.
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Processing forehead surface formation

The drills having interchangeable bit can be used for
operating of surface formation in some limits. Surface
formation process can be realized only with one of the
bits. Cutting depth is limited with the size of bit and
mechanical structure of the drill. These bits are WCMX
06...and 08 having a,max=0,3mm, WCMX 10...and 12
having a,max=0,6mm. On the other side, diameter of the
process surface depends on the tool's nominal diameter.

Turning Process

The process of lathe with the drills having
interchangeable hard metal bit is limited with the diameter
of drill and size of insert. Permittable cutting depth
depends on the diameter of tool as in the example of
figure 16.

While the bit is operating during turning process in the
external side to lathe, turning direction will be reverse of
boring direction. You must be careful with the direction of
turning when operating lathe

Inside Turning Process

During boring process, all limits given in turning process
arve valid. For example; firstly, the drill having hard metal
interchangeable bit must be categorized in boring tools
and it must be used only in turning process and
sometimes in an obligation.

Tools working by turning and stopping

The drills having interchangeable hard metal bits are
economical and carries advantages when they are
adjusted to bore full hole. If assembling process material
and the boring tool is done rigidly and if it is provided to
get adequate cooling water flow and pressure, the drill's
technical advantages can be used efficiently. It is not
important if process material and tool rotate and if the tool
is used vertically or horizontally. It must be controlled if at
the moving point of stable part of tool, the pliers and flat
surface of tool having assembled process material are on
the same axis with the tool of boring. If it is not, it must be
adjusted. Unless axis adjusting is done well, there will be
a deviation in nominal hole diameter and the tool will get
some damages during boring process If it is not, it must
be adjusted. Unless axis adjusting is done well, there will
be a deviation in nominal hole diameter and the tool will
get some damages during boring process.

Boring Process Out of Center

Feeding direction in

fore head process

ay ca1/4.D....

_h_ﬂG____

an max:=insert

Feeding direction of
turning process

5 1/2 of diameter
-

Feeding direction of
process hole lathe

an max:=insert

1/2 of diameter

If the drills having interchangeable hard metal bits are adjusted to be in different centers, it is called boring process
out of center. In this situation, the hole diameter can be smaller or bigger than nominal boring diameter. If the tool is
used out of center on purpose, this process must be done only in a parallel position to the cutting edge of external
insert. If positioning is done out of center and if this decreases diameter size, the probability of friction between
drill's body and hole wall increases, whereupon it causes damages on tool's body surface and tool becomes out of
order. Furthermore, tool and process hole can get some damages, in fact the process can be failure. Permissable

adjusting limits depends on nominal tool diameter.
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Optional shaft
Saft istege bagh

It is produced between D45-J170 optionally
istek (izerine @45-@170 arasinda imal edilir

A ——]
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Adik Series Regulated Boring Bars
Adik Serisi Ayarl delik isleme kafalari

TAKIMSAS

H
h
s
Hg oc |ad 6@ H il Tl St @D min | @D max
IITI
\ i L
S a0 R
Dimension Spare Part
Olguler mm Yedek Parcalar
Screw Screw| Screw | Screw
Ordering No. |Stock|gp| gD Ordering No. Insert  |Uc¢ Sikma|Wrench| Ayar | Kartus |[Montaj
Takim Kod No.| Stok |minjmax|@d|@C| H | h|a|b|c|Kartus Kod No. | Kesici Uc | Vidasi |Anahtar|Vidasi|Bag. Vid.| Vidasi
ADIK 35 45-1 O |35]|45 |16 |34.5|65 |25|2(2|2|SCGCL 15x15 CCO9|CCMT 09T308| 7815102 | T15 M4 KBV5 | MV 4
ADIK 45 55-1 O |45|55 |16 36 |65 |25|2|2|2|SCGCL 13 AD 09-1 |CCMT 09T308| 7815102 | T15 |[FR648| KBV5 |MV5
ADIK 50 61-1 O |50|61 |22 40 |78 |40|2|2|2|SCGCL 13 AD 09-1 |[CCMT 09T308| 7815102 | T15 |FR648| KBV5 |MV5
ADIK 53 65-1 O |53|65 |22 42 |82 |40|2|2|2|SCGCL 14 AD 09-1 |[CCMT 09T308| 7815102 | T15 |FR648| KBV5 |MV5
ADIK 55 70-1 O |55|70 |22 47 |82 |40|2|2|2|SCGCL 15 AD 09-1 |[CCMT 09T308| 7815102 | T15 |FR648| KBV5 |MV5
ADIK 65 78-1 O |65|78 |24 |53 |83 |41|2|2|2|SCGCL 18 AD 12-1 |CCMT 120408| 7883202 | T15 |[FR650| KBV6 |MV6
ADIK 70 90-1 O |70|90 |27 | 56 |83 |41|2|2|2|SCGCL 19 AD 12-1 |CCMT 120408| 7883202 | T15 |[FR650| KBV6 |MV6
ADIK 78 98-1 O |78|78 |32 65 |83 (43|2(2|2|SCGCL 19 AD 12-1 |CCMT 120408| 7883202 | T15 |[FR650| KBV6 |MV6
ADIK 90 110-1 O |90 [110[40 | 72 |83 |45|2|2|2|SCGCL 20 AD 12-1 |CCMT 120408| 7883202 | T15 |[FR650| KBV8 |MV8
ADIK 98 120-1 O |98[120[40 | 72 |85 |45|2|2|2|SCGCL 20 AD 12-1 |CCMT 120408| 7883202 | T15 |FR650| KBV8 |MV8
ADIK 100130-1 | O [100|130 (40| 75 |88 |48|2|2|2|SCGCL 21 AD 12-1 [CCMT 120408| 7883202 | T15 |FR650| KBVS8 | MV 8
ADIK118146-1 | O |[118|146|50 | 78 |92 |50(2|2|2|SCGCL 25 AD 12-1 |[CCMT 120408| 7883202 | T15 |FR650| KBV 8 | MV 10
ADIK 130150-1 | O [130|150 (60 | 86 |94 |55|2|2|2|SCGCL 25 AD 12-1 [CCMT 120408| 7883202 | T15 |FR650| KBV 10 | MV 10
ADIK144174-1 | O |[144|174|60 | 92 |105|55|2|2|2|SCGCL 30 AD 12-1 [CCMT 120408| 7883202 | T15 |FR651| KBV 10 | MV 12
ADIK174220-1 | O |[174|220|70 (100 |111(60[2|2|2|SCGCL 35 AD 12-1 [CCMT 120408| 7883202 | T15 |FR651 | KBV 10 | MV 12
H
h
- n
=%
1 = | QcC |@d (6@ H a1 @D min  |@D max
IITI
\ i @
i a b
~.la . — @1
Dimension Spare Part
Olculer mm Yedek Parcalar
Screw Screw| Screw |Screw
Ordering No. |Stock|zp| gD Ordering No. Insert  |Uc Sikma|Wrench| Ayar | Kartus [Montaj
Takim Kod No.| Stok |minjmax|@d|@C| H | h|a|b|c|Kartus Kod No. | Kesici U¢ | Vidasi |Anahtar|Vidasi|Bag. Vid.|Vidasi
ADIK 45 55-2 O |45|55 |16 | 36 |65 |25|2|2|2|SCBCL 13 AD 09-2|CCMT 09T308| 7815102 | T15 |FR648| KBV5 | MV5
ADIK 50 61-2 O |50|61 |22 40 |78 |40|2|2|2|SCBCL 13 AD 09-2|CCMT 09T308| 7815102 | T15 |[FR648| KBV5 | MV5
ADIK 53 65-2 O |53|65 |22 42 |82 |40|2|2|2|SCBCL 14 AD 09-2|CCMT 09T308| 7815102 | T15 |FR648| KBV5 | MV5
ADIK 55 70-2 O |55|70 |22 47 |82 |40|2|2|2|SCBCL 15 AD 09-2|CCMT 09T308| 7815102 | T15 |FR648| KBV5 | MV5
ADIK 65 78-2 O |65|78 |24 53 |83 |41|2|2|2|SCBCL 18 AD 12-2|CCMT 120408| 7883202 | T15 |FR650| KBV6 | MV 6
ADIK 70 90-2 O |70|90 |27 | 56 |83 |41|2|2|2|SCBCL 19 AD 12-2|CCMT 120408 | 7883202 | T15 |FR650| KBV6 | MV 6
ADIK 78 98-2 O |78|78 |32 65 |83 |43|2(2|2|SCBCL 19 AD 12-2|CCMT 120408 | 7883202 | T15 |FR650| KBV6 | MV 6
ADIK 90 110-2 O |90 [110[40 | 72 |83 |45|2|2|2|SCBCL 20 AD 12-2|CCMT 120408 | 7883202 | T15 |FR650| KBV8 | MV 8
ADIK 98 120-2 O |98[120[40 | 72 |85 |45|2|2|2|SCBCL 20 AD 12-2| CCMT 120408 | 7883202 | T15 |FR650| KBV8 | MV 8
ADIK100130-2 | O [100(130|40| 75 |88 |48[2|2|2|SCBCL 21 AD 12-2| CCMT 120408 | 7883202 | T15 |FR650| KBVS8 | MV 8
ADIK 118146-2 | O |118|146|50 | 78 |92 |50|2|2|2|SCBCL 25 AD 12-2| CCMT 120408 | 7883202 | T15 |FR650| KBV 8 | MV 10
ADIK130150-2 | O [130(150|60 | 86 |94 |55|2|2|2|SCBCL 25 AD 12-2|CCMT 120408 | 7883202 | T15 |FR650| KBV 10 | MV 10
ADIK144174-2 | O |[144|174|60 | 92 |105|55|2|2|2|SCBCL 30 AD 12-2 | CCMT 120408 | 7883202 | T15 |FR651 | KBV 10 | MV 12
ADIK174220-2 | O |[174|220|70|100 |111|60|2|2|2|SCBCL 35 AD 12-2|CCMT 120408 | 7883202 | T15 |FR651 | KBV 10 | MV 12

@ Stokta Mevcut / In stock

© Siparisten sonra 2 hafta / 2 weeks upon the date of order

O Siparisten sonra 4 hafta / 4 weeks upon the date of order
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Cartridges for Adjusted Boring Bars
Ayarli Delik Isleme Kafalari icin Kartuslar

. D T =

\ V \
|
b o ¢ b‘ @ ¢
Do \ 25,
- L - B L N
SCGCL...Serisi SCBCL...Serisi

DIMENSION @ Q
KATER OLCULERI %

Ordering No. Stock Insert Screw Wrench
Takim Kod No. Stok | H h b L+ Le L f Kesici U¢ | Sikma Vidasi | Torx Anahtar
SCGCL 13 AD 09 - 1 132 | 13 11 10 6 33 13 | CCMT 09T3rr 7815102 T15
SCGCL 14 AD 09 - 1 142 | 14 12 11 65 | 345 | 14
SCGCL 15 AD 09 - 1 142 | 14 13 | 102 | 85 | 38 15
SCGCL 15 AD 09 - 1 142 | 14 13 | 102 | 85 | 38 15
SCGCL 18 AD 12 - 1 162 | 16 15 13 8 | 475 | 18 | CCMT 1204rr 7883202 T15
SCGCL 19 AD 12 - 1 182 | 18 16 13 11 50 19
SCGCL 20 AD 12 - 1 202 | 20 17 14 13 67 20
SCGCL 21 AD 12 - 1 202 | 20 18 15 | 155 | 69 21
SCGCL 25 AD 12 - 1 252 | 25 22 18 32 70 25
SCGCL 30 AD 12 - 1 302 | 30 25 20 43 94 30
SCGCL 35 AD 12 - 1 322 | 32 30 26 60 | 115 | 35

SCBCL 13 AD 09 - 1
SCBCL 14 AD 09 - 1
SCBCL 15 AD 09 - 1
SCBCL 15 AD 09 - 1
SCBCL 18 AD 12 -1
SCBCL 19 AD 12 -1
SCBCL 20 AD 12 -1
SCBCL 21 AD 12 -1
SCBCL 25 AD 12 -1
SCBCL 30 AD 12 -1
SCBCL 35 AD 12 -1

13.2 13 11 10 6 33 13 CCMT 09T3rr 7815102 T15
14.2 14 12 11 6.5 34.5 14
14.2 14 13 10.2 8.5 38 15
14.2 14 13 10.2 8.5 38 15
16.2 16 15 13 8 47.5 18 CCMT 1204rr 7883202 T15
18.2 18 16 13 11 50 19
20.2 20 17 14 13 67 20
20.2 20 18 15 15.5 69 21
25.2 25 22 18 32 70 25
30.2 30 25 20 43 94 30
32.2 32 30 26 60 115 35

O[O|0|O0O|0O|O|O[O|0|O|O| |0|0|0|0|0|0|0|0|0|0|0




