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High Feed Drilling — Double Feed with the Same Axial Force
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kHShicy XY Task
MI&wZ EFSIcRYILINTEEZ IR ? Time saving while drilling with low cutting forces, is it possible?
RUJLIN T EFEZ KE<HIR T 272HITED %= EIF B2 &E%) Main machining times can considerably be reduced by increasing the feed
EWTIH ZNICHEWVINTEREE ERUE T ZUTINIER rate while keeping a constant rotational speed. This increase will lead to
M ESNIE LITOLSBREELEITSNFEE A, much higher machining forces. Forces that will have a negative effect on
-RUJI DT EFEMDEIE — the tool life of the drill
— D=5 T \DEEE — the clamping of the component
V=IOV T \DEEE — the clamping of the drill
LESANMTIREDHR bR LN FRENET, In addition, tolerances on the component may not be kept anymore.
IMI&HEOERED LT UEBDOREL ! Reducing machining forces and optimising chip-breaking!
HIDEREDERIDNZI\AT1—R RUJLINT TSI, To achieve common drilling depths with an increased feed, it becomes
IO FHE DT LU CRERICHEE T 32 &N HICIHETY, absolutely necessary to produce short chips only. At the same time, in
T T aFENZ FEOBRWEER 7O % EHTS order to control the cutting forces, the drill tip must have a large relief
Tl RUJVICIEKRERRIT ZRFD/\A T« — RYIH ERFR7R angle. And for increasing the process reliability, a specially treated surface
FELENY ANIEDET, must be considered.
KEShficYVa—v3y Solution
Fv77L—h—ERRlRALEICELSY Y a—3 V! A chip breaker and a special surface treatment will bring the solution!
FyvITL—HAH—REDRVIIRIFENTIDL T ERAR L, & The chip breaker helps to keep the chip short and to control the machining
SIcHIEIEZE KIBICERUE I, £ TA—T#hBEF LT forces. Newly EMUGE developed surface treatments and an especially
FUWKREOBFEMEEROO—T 17 hN\ I\ A T14— Rl designed hard coating enable a reliable chip evacuation for these
THOEERYIDSTHEZBRLTWED, applications.
ERURR Result
50% ZiBZSEEMOM E Time advantage of 50% and more in the machining process
RUJLIN TRFEDORIRIE Y1 7L 1 LD E F v/ T The main machining times are considerably reduced, resulting in reduced
1 DERICKRELEFE VX U EEMRIFRIBICM EL. &ET cycle times and savings in machine capacity. Productivity is increased and
AR ZERELHEBT B EITHRILIEDTY, resources are saved.
50% W EICHRIATANEFDOER Axial force reduced by approx. 50%
ISFRUJVSRERDRYILEBFED R TR NE T Z R Lah Drilling can be carried out at twice the feed rate compared to standard
5. 2Z5DI\A T4 —RINTAFEIRATEE T W XKD EREFRE tools without increasing the axial force. The axial force is cut in half when
FAFICHEFINIE AZANEZHE R TEDEICBRDET, the PunchDrill is used with the feed of the series tool. Very sustainable, as
DED VRTFTFHFEU T DEETHEENZE IR 22EHT power consumption of the machine tool is reduced as well. In addition,
Z2ZDTY, £z AIEDEBENT—IHRPIBREE WS TERNETE unstable parts as well as workpieces with unstable clamping can be
BRINTRETCOEBEDHEICHEEMWNZLET, manufactured with greater process reliability.
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Process characteristics

e Machining of aluminium cast alloys with at least 7% Si content
and magnesium alloys

e Drilling depth up to approx. 8 x D

e Nominal diameter range from 3.3 mm to 12 mm

© Tool life comparable with conventional drilling tools

e Step tools possible

e Excellent centring capability leads to high positioning accuracy
of the drill holes

e Machining with normal drilling cycle on CNC machines
o Patent-pending drill geometry
e Minimum quantity lubrication possible

e Cutting speeds and coolant pressures are to be applied
analogous to conventional drilling

e The tools can be resharpened by EMUGE

PIESES

RUJJLEE Dy [mm]
Diameter D1 [mm]

BIERED f [mm/l] 045 050 055 060 070
Feed per revolution f [mm/rev.]
BIHIEREE v, [m/min] 200 - 300

Cutting speed v; [m/min]

BIBEIFPHHERETHD. 7TV —a VL >TUISSIC EIFHIEHARETT,
The values are to be understood as recommendations and can be increased if necessary depending on the application.

PILZEEHFVICHEITIBTTIT—2 a3 EH)

Cutting data

o8 08 09 09 100 110 120 125 13 135

REIMATIL—T
in the material groups

N 15-1.6,31-32 )

Application example in aluminium cast alloys

€3k KL - Series tool
RUJL#E Dy [mm]

Diameter Dy [mm] EE
[E#ER3%E D f [mm/U] 04
Feed per revolution f [mm/rev.] ’

_, >
[BI#ZH n [min-] 15000

Speed n [rpm]

BN TRER ARG

Main machining time Axial force

IRVFRYILDERFEICDWT

JX>FRYJL - PunchDrill
RUJLAZE Dy [mm]

Diameter Dy [mm] 555
[E#R3% D f [mm/U] 08
Feed per revolution f [mm/rev.] ’

_, A
[BIEZH n [min-T] 15000

Speed n [rpm]

DN TRERG HAAEE

Main machining time Axial force

Availability
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e There is no standard programme available from stock as the
machining of cast aluminium and magnesium components mostly
involves application-specific special tools.

e Delivery time of the special tools is max. 7 weeks

e |t is possible to carry out basic tests with component-independent
sample tools, which can be made available at short notice by our
sales representatives

¢ Planned product expansion:
3-fluted version for pre-cast holes
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