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Multi-Drill  Trouble Shooting Guide

G) Unacceptable hole accuracy 

G1 Work 
hardening

G2 Inconsistentaccuracy G3 Burrs
at the exit

Shiny
Blue colour

Unstable
BurrMachine - - - - - A, B, C, E, F1

Is there any excessive vibration or strange noise during the drilling operation ?

Cutting Fluid - - - - - A, C, E, G1
It is essential a copious supply of the correct cutting fluid is applied to the drill point and hole entrance.

Is the volume and pressure of cutting fluid adequate ?    Volume  10 l/min . Pressure  5 bar .

Is the cutting fluid correct ?   Water-emulsifiable oil or neat cutting oil should be used. The lubricating capability 

should be maintained at high concentration.

Drill Chack - - - - - A, B, C, E, F1
Is drill rigidly clamped and  firmly held ? (Fig. 5)

Is there any dust / damage to the drill chuck ? (Fig. 6)

Is the drill run-out over 0,03 mm ? (Fig. 7)

Is the drill point of a rotating workwiece within 0,1 mm maximum of the centre ? (Fig. 8)

(Fig. 5)

(Fig. 6)

(Fig. 7)

(Fig. 8)
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Checking pointsA - B  within  2 x D

Correct
chuck

Incorrect
Incorrect

Correct
Improved

Preferred

Not reached
Too far
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E) Breakage
F) Strange noises when drilling

F1 Chattering or vibration
F2 Chip packing 

Face Milling Guide

The rigid cutter body and integral tungsten carbide locators

easily accommondate precise tooth run out.

The seat is made from HRC 63  high speed steel TiN coated by

the plasma vapour deposition method (PVD) to ensure precise

run out accuracy.

Extremely low run out



CONSTRUCTION  AND CLAMPING METHOD OF A NEW FACE MILL

External diameter

D (mm)

Hole diameter

d3 (mm)

Chart
Type

Figure

(See clamping type)

80

27
Fig. 1

Arbor
Type A

100

32
Fig. 2

Arbor
Type A

125

40
Fig. 2

Arbor
Type A

160

40
Fig. 3

Centering plug
Type B

200

60
Fig. 3

Centering plug
Type B

250

60
Fig. 3

Centering plug
Type B

315

60
Fig. 4

Centering plug
Type B

D: Diameter of cutter,  d1: External diameter of body,  d2: External diameter of boss, d 3: Hole diameter,

H: Height,  l1 : Thickness,  a: Width of key way,  b: Depth of key way

Clamping method for each cutter size

Fig. 2

Fig. 1

Adaptor

Clamping method :

Type A

Centering

plug

Spindle

Spindle

Arbor

Type B

Fig. 3

Fig. 4

Cutter body


Cutter body configuration

The unusual shape of the cutter body due to its rounded smooth

sleek shape resembles a flying saucer or UFO.Streamlined body shape of  a UFO cutter


The 27° axial rake angle employed provides the user with

an incredibly sharp cutting edge and prior to the intro-

duction of this cutter the highest rake angle ever employ-

ed was limited to a  22° axial rake angle.

Sumitomo improved this rake angle by an incredible 5°.

Super high rake:  27°



CONSTRUCTION
Locator

clamp

Double
screw

Carbide

locator

Insert

HSS seat

Double
screw

Insert clamp
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