THE NEW VALUE FRONTIER
High efficiency MagicDrill DRA

{g I(HDEERE modular drill | Counterboring insert

MagicDrill

Pilot point geometry and double margin improved hole accuracy

Excellent chip evacuation with large thinning cutting edge angle
Reduce burr by large helix angle and corner chamfer

MEGACOAT NANO coating technology for long tool life
and stable machining



Counterboring insert

MagicDrill D RA

Pilot point geometry and double margin improved hole accuracy

High efficient machining

1 Pilot point geometry and double
margin improved hole accuracy

Improved radial force with pilot point geometry
Double margin reduced hole bending and waviness

Pilot point geometry Double margin
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Comparison of hole precision
(In-house evaluation)
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DRA-FTP CompetitorA
Pilot point geometry Flat shape

Cutting conditions: Vc = 80 m/min, f = 0.25 mm/rev
Drilling diameter @14, drilling depth 20 mm, wet, workpiece: C45

2 Reduce burr by large helix angle
and corner chamfer

Corner chamfer offers enhanced chipping and
burr resistance

Corner Shape

30° chamfer

Burr height comparison

(In-house evaluation)
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DRA-FTP Competitor B
Pilot point geometry  Flat shape

Helix angle 30°

N

Improved edge sharpness
with large helix angle

Burr height (mm)

Cutting donditions: Vc = 80 m/min, f = 0.25 mm/rev
Drilling diameter @14, drilling depth 20 mm, wet, workpiece: C45

Excellent chip evacuation

Improved chip evacuation suppresses chip clogging

Large thinning angle

Cutting conditions: Vc = 55 m/min, f= 0.1 mm/rev
Drilling diameter @14, drilling depth 20 mm, wet
Workpiece: X5CrNi18-10

Chip comparison
(In-house evaluation)

(First chip)

DRA-FTP

Pilot point geometry

Competitor C
Pilot point geometry



4 Long tool life and stable

machining of various workpieces

MEGACOAT NANO grade PR1535 is used to machine
various materials from steel to stainless steel, with
the combination of a tough substrate and a special
nano layer coating

Insert for DRA Drilling diameter ¢ 8.00 mm - 825.4 mm

Coating properties
(In-house inspection)
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Note

Applicable to 1.5D, 3D, 5D and 8D holders. Prepared hole (0.5D) is needed when using 8D holder

*Uncut area remains in
blind hole due to chamfer
on the shoulder part

(Chamfer height)

k8 tolerance

gDc

k8 (mm)

8.00—10.00

+0.022

Lp

10.30 - 18.00

+0.027

18.50-25.4

+0.033
0

k8 is the dimension tolerance of

the insert.

Insert Refer to the Kyocera general catalog about the applicable holders
L Dimension (mm) Grade ) L Dimension (mm) Grade .
Descript Applicable toolhold Descript Applicable toolhold
CSCIPHON oD | aD2 | Lp |PR1535[pRIS25| PP eabie (OOMOIder CSAPEON 175D T oDz | Lp |PRI535[PR1s25| PPrcaie lOONOer
DAOBOOM-FTP | 8.0 b hd 5510-DRA0BOM- O DA1550M-FTP | 15.50 | 4.40 | 065 | @ ° zgggngmg
DAOS3OM-FIP | 830 o | o | SHZDRA0SOM-O - -
2.90 | 0.40 i
DAOS50M-FTP 8.50 ° ° _ ] DA1600M-FTP 16.00 o o $518-DRAT60M- O
$510-DRA085M- O 460 | 070 <120 DRAT6OM. O
DAOSSOM-FTP | 8.80 e | o SF12-DRA085M- O DA1650M-FTP | 16.50 o | o
DAO90OM-FTP 9.00 ° ° _ _ DA1700M-FTP 17.00 o o $S18-DRA170M-O
$510-DRA09OM- O 500 | 075 20 DRATTON. O
DAOSIOM-FP | 930 | 300 | 043 | ® | ® SF12-DRA09OM- O DA1750M-FTP | 17.50 o | o
DA0950M-FTP 950 ° ° §510-DRA09SM-O DA1800M-FTP 18.00 [ ] [ ] $$20-DRA180M-O
SF12-DRA095M- O 500 | 0.80
. DA185OM-FTP | 18.50 o | o $F25-DRA180M- O
e o * ° ST DRAO S DA1900M-FTP | 19.00 o | o
DATO3OM-FIP | 10.30 o | o | SHIGDRATOON-O i P o0 | oss $520-DRA190M- O
330 | 0.46 DA1950M-FTP 19.50 ° PY SF25-DRA190M- O
DAT050M-FTP | 10.50 o | o SST2-DRATOSM-O e B
DAT080M-FIP | 10.80 o | o | SHEDRAIOSN-O - : ® | ® | 555DRA200M-O
570 | 0.90
SSTZ-DRATTON-O DA2050M-FTP | 20.50 o | o 5F25-DRA200M- O
DAT100M-FTP | 11.00 o | o
340 | 050 SF16-DRAT10M-O
: : $S12-DRAT15M-O DA2100M-FTP | 21.00 ® | & | 5DRA2IOM-O
DAT150M-FTP | 11.50 o | o 16 DRATTAM. O 6.00 | 0.95
G-DRAT1SM- DA21SOM-FTP | 21.50 o | o | SP5DRA2IOM-O
$S14-DRA120M-O :
DAT200M-FTP | 12.00 o | o F1EDRATIONC
- - DA2200M-FTP | 22.00 o | o $525-DRA220M-O
DAT250M-FTP | 1250 | 370 | 053 | @ | ® SSTA-DRATISM-O Y 640 | 1.00 . e oh25. DRAOM. O
DAT270M-FP | 12.70 o | o | SHEDRAIZM-O
SSTADRAT0M-O DA2300M-FTP 23.00 660 | 105 o o $525-DRA230M- O
DA1300M-FTP | 13.00 (] ° SF16-DRA130M-O DAZSOM-FTP | 2350 | ‘ ° ° SF25-DRA230M-O
DAT3SOM-FTP | 13.50 30 ) 0% o | o | XSMDRASM-O
. SF16-DRA135M- O DA2400M-FTP | 24.00 o | o $525-DRA240M- O
DATA0OM-FTP | 14.00 e | o $516-DRAT40M- O 6.80 | 1.10 o125 DRA2MONL O
. SF16-DRA140M- O DA2450M-FTP | 24.50 o | o - -
DATASOM-FTP | 14.50 R o | o | NIGDRAMM-O
: SF16-DRA145M- O DA2500M-FTP | 25.00 200 | 120 e o $525-DRA250M- O
$516-DRA150M-O ! : ) i
DA1500M-FTP | 15.00 | 440 | 065 | ® | ® SF20-DRATSOM- O DA2540M-FTP | 25.40 o | o 5F25-DRA250M- O

Inserts sold in 1 piece boxes

@ Available



Recommended cutting conditions * 1st recommendation ¥ 2nd recommendation

Recommended grade / Spindle revolution
A N = gDc (mm)
. Cutting speed (m/min) (min’)
Workpiece
. Notes
material Feed rat
PR1535 PR1525 eeq rate o8 011 014 018 022 025
(mm/rev)
. . Sp'"dzfnrif:?)'“""" 3150-6000 | 2300-4350 | 1800-3400 | 1400-2,650 | 1150-2200 | 1,000-1,900
Low carbon steel 80— 150 80150 oed ate
(mmrev) 0.12-0.24 0.12-031 0.16-036 0.16-0.40 0.20-045 0.20-045
. . Sp'"dzfnrif:?)'“""" 3150-4750 | 2300-3450 | 1800-2700 | 1400-2100 | 11501750 | 1,000-1,500
Carbon steel 80120 80120 ood ate
(mmrev) 0.12-0.24 0.12-031 0.16-036 0.16-0.40 0.20-045 0.20-045
. . Sp'"dm??)'”""" 2,800-4750 | 2,000-3450 | 1600-2700 | 1250-2100 | 1000-1750 | 900—1,500
llo teel 70-120 | 70-120 Feed rate
(mmrev) 0.12-0.24 0.12-031 0.16-036 0.16-0.40 0.20-0.40 0.20-045
. . Sp'"d};rif:?)'”""" 1600-2,800 | 1750-2,000 | 900-1,600 | 700-1250 | 600-1,000 | 500-900
Tool steel
w-7 010 Feed rate 008-017 | 008-022 | 011-025 | 011-028 | 014-030 | 014-032 Wet
(e 08— 0. 08 -0. 11-0. 11-0. 140, 14-0,
Sp'"d};rif:?)'”""" 1,600-2,800 | 1750-2,000 | 900-1,600 | 700-1250 | 600-1,000 | 500-900
Stainless steel * ad
40-70 40-70 Feed rate 0.10-0.20 0.10-020 0.10-0.24 0.15-0.24 0.15-0.24 0.15-028
(mm/rev)
Feed rate 0.15 mm/rev or less is recommended until drilling depth reaches 0.5D mm.
N . Sp'"darif:?)'”""" 2,800-5600 | 2,000-4050 | 1600-3200 | 1250-2500 | 1000-2000 | 900—1,800
Gray cast iron 70— 140 70— 140 ——
(e 0.14-029 0.14-037 0.19-0.43 0.19-045 0.24-045 024045
N . Sp'"darif:?)'”""" 1,600-4000 | 11502900 | 900-2750 | 700-1750 | 600-1450 | 500—1,250
Nodular cast iron 40100 40100 ——
(e 0.12-0.24 0.12-031 0.16-036 0.16-0.40 0.2-045 02-045
Notes: The recommended cutting conditions are for drilling on plain surface
The conditions for drilling on slant hole shows the depth from the top of workpiece
Set the feed rate under 50 % when inclination angle is under 30°
Set the feed rate under 30 % when inclination angle is over 30°
Traversing is not recommented
Applicable to 1.5D, 3D, 5D and 8D holders. Prepared hole (0.5D) is needed when using 8D holder
Applicable workpiece and non-recommended workpiece
Plain surface Stacked plates Pipe material *Hole expansion Cored hole Concave surface Slant surface Half cylindrical
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Not

<@ Over3Dholderrecommended =g ‘ Over 3D holder not Recommended shape recommended

* Overlap should be under 1/3xD in hole expansion with 1.5D holder

1.5D holder recommended

MEGACOAT and MEGACOAT NANO are registered trademark of the Kyocera Corporation.

4 The information contained in this brochure is current as of October 2017.
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