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ROTARY BROACHING TOOLS OPERATING MANUAL

The ADONAI broaching tools is a simple, easy to operate attachment, which
produces regluar or irregular polygons in blind or through holes having sharp or
chamfered edges. The attachment operates with a hunting rotary motion which, in
addition to the standard hexagonal and square holes, can also produce grooves,

Torx and other special profiles.
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The ADONAI broaching tools can also be used on lathes, CNC automatic lathes,
machining centers, drilling machines and special purpose machines for a wide
variety of standard or special internal and external forms.

1.

Drilling The Hole - For internal broaching, the hole should be drilled
approximately 1% bigger than the diameter across the flats of a hex shape. This
percentage can be reduced in free cutting material and increased as machinability
decreases, In mild steel we recommend the following tolerances:

Hex. Size S Drill Hole Tolerance

1.5~3mm S+0.03~+0.06

3~6mm S+0.04~+0.08 _
6~10mm S+0.06~+0.12

10~16mm S+0.10~+0.20 s
>16mm S+0.15~+0.30 b

LX(1.3~1.5)
(Figl) Workpiece L

Contact point of cut

2.

Drill the hole as deep as possible to leave room for chip accumulation. A depth of
1.3 to 1.5 times the length of the profile is recommended. (Fig.1) If the chips need
to be removed, re-drill the hole with a slightly smaller drill size.
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3.

Preparing To Broach A Hole - The hole should first be prepared with a 60°-90°
chamfer slightly bigger than the largest dimension of the broach tool. This ensures
easy starting of the broach by guiding the tool in.

4.

Recommended Speed - The basic principle of the 6° offset allows high speed
application from 1500 up to 3000 rpm. Surface footage has very little effect on
cutting action or the tool life. The cutting edges of the broach tend to dig in to the
face of the part as the tool comes in to contact with the rotating material. At higher
speeds this dig mark will become more pronounced and tool life will suffer. For best
results start the broach operation at a slow rotation and then increase the speed
when it is in full contact. Reversing the spindle rotation half way into the part can
reduce spiraling.

5.

Feed Rate - The feed choice mainly depends on the material characteristics. In a
mild-steel, we recommend. 0.03~0.06mm per revolution. If the machine thrust force
is sufficient,the feed can be doubled even.

6.

Coolant - Water soluble coolant or cutting oil are both sufficient for Rotary
Broaching.
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