PRODUCT DIJET

NEWS [EcomTmEDL] Spot facing drill

] |
e SEMLILII L YR,
ﬁ%nn Spot facing drill with point angle of 180°(flat face)

.5’(?7—“/7 Line up
NEW PRODUCT =S hREEL  Without coolant hole = bF7MFE  Through coolant hole

TLDMA : o1~ 14 (BRMMIZFESE2D) TLD3D# : ¢p3~¢p14 (BRI IFESE3D)
TLD5D# : ¢p3~¢p14 (BN IZFESE5D)
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S-1r>—=FUy Spot facing drill

m Feature of product I_ 5 \\\ Lzb 7(;\
s ZiEeFRicsn Tz 2xm

Because of multi application, achieved process integration

EXAy)Im:: b5l The main usage

al W O]

{ERIERE < DT TNEES DIIT RENMT SERT EERDEBADELS DINT INDRBIE

Spot facing slope Spot facing Drilling crossed hole Drilling thin plate Spot facing after chamfering part Correcting hole

IE%@@J Example of process integration

AUAIILINI NEEMT L2 Vi I N RULINT RUJLINT FEEEMT
Helical interpolation  Finishing bottom  Center hole making Drilling Drilling Countering
face by plungm(

fekIR2

Conventional process g\oq l ‘ \ ‘ l 9 l_L“J_r l_H r'_r
PEREEC oqu 2> SAMT kUL e onuI
(TLD) Center hole making Drilling

HETE Spot facing slope (TLD) Spot facmg (TLD O
Improved process BN . » L » .. 6 I *Eﬁ 4 I *E

6 process — 4 Process

RSN TN~ 2T L2,
y Sy IRV e = TN WY A= Y R s

Widely applied from carbon & mold steel to stainless steel, cast iron & aluminum alloy

" AOND - 3RIF/N )%=

Restraing entrance burr and exit burr

4
e % 2 e “
A )l X=7 I Ly
INDSLIEDEEL LY
35 1H CIhE
> NURE i : Useful in situations where burr processing

J is difficult, such as crossed hole
Generation of U/ Generation of processing
| i i

Pushing force by tool

a BIG burr a MINUTE burr
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TLDM#H (2D) TLD3D-TLD5D#Z
I mIg@EizaFs| lmIg@Ezars!
ovie ovie

BTLDMF (I LTyvES2DR1 )
TLDM type (DriIIin/g depth 2xDc) ‘ ZHLZRELFBEUP
%*ED[II’PF' ﬁﬂl]IL.fleﬂ |.’.
[L_\ll\iﬁﬁz)lﬁ Wide flute design o s R R d e

Sp I ing in thin plt and bottom face processing

IO<SHEHEIcENn3

Good chip discharge performance

1&*&# g:L ow cutting force
BnRTEE

Excellent biting proper

mTLD3D/TLDSDH; (M7 FEE3D/5D%A1 )

TLD3D/5D type (Drilling depth 3xDc/5xDc)

IRVBRAR CTBIIE i, PIRRAGHEL

0T Rz En S el

g dliffp dhsdinme peremmamee Specializing in deep hole drilling
BTN =D vouiemuin e
FUILOEEE R E

Improved straightness of the drilling

(ESEFLIIE 1o curing e
@nr_ﬁﬁ%r&

cellent biting proper




2-1S5—=F=U) Spot facing drill
t]] ‘ﬁ']'l'iﬁ% Cutting performance

tIHIIEIR LB (p10) Cutting force comparison(¢10)

(%)140 ﬁ@jitdt%g‘%?j@!' B DLET
chieve o reduction! . K38 Competitor K
120 . AtLE competitor A
100 f?&’ﬁ'lﬂ :S50C R
Material C50
80 e T E#%:¢10(TLDM100)
Tool dia.
60 100702900 IETESCE

40

20

ATA K LD
Thrust Torque

Drilling depth
H=20mm(1EZE Y) (Blind)
5 o7 —F L b SMEBKIRIE
nsumption K Coolant External (water soluble)/

Cutting conditions
n=1,910min"", Vc=60m/min,
Vf=382mm/min, f=0.2mm/rev

NHITRSE:

—X(EAHMm)

Radial force in X-direction

400.000 BENT
Stable machining
200.000

r—-m——n-ﬂ-ﬂ-f_

—Y(&EAM)
) Radial force in Y-direction

g

0.000 M‘ -L—.—.-—M— —Z(RTA ) Thrust

-200.000 m K*i;ﬁ_!(l Competitor K = G*iig Competitor G

YIHEI4EH (N) Cutting force

#HHEI# : SUS304

Material Stainless steel

{E FAHER : SLRIZMC

Machine Vertical MC

eTBE#E . ¢3.5 (TLDMO035-S6)
Tool dia.

IEIESL o N BHITHRE: H=3.5mm (IEFY)
Cutting conditions Drilling depth (Blind)
= in-1 _ .
nez S0z oI —5 b sERKE
g=</.omimin Coolant External (water soluble)
Vf=50mm/min

f=0.02mm/rev

7B Hole accuracy

0.030 IARDRA L &NDEIF10UM LA I S50C BRI : TTREMC
The range between maximum and minimum value is within 10um. Material C50 Machine Vertical MC
© 0.020 @I EX:p10(TLDM100)
g Tool dia.
g 0010 { DIETESES
2 Cutting conditions
E 0000 n=2,548min"!, Vc=80m/min,
E - 0 100 200 300 500 600 | Vf=254mm/min, f=0.1mm/rev
< M7 (7) @75\ RE: H=15mm(E £ D)
s -0.010 No.of holes Drilling depth (Blind)
0.020 || —o— BXIEAR Max QU —35 > MIAEBKAEMY
e Coolant External (water soluble)

O RIMERR Min.

-0.030
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REMICHTBITEEF® (P10) Tool life test (¢10) (carbon steel C50)

I 60071 1,0007%

No. of holes 600 holes 1,000 holes *&HU*Z : SSOC ﬁm%m : :-LHZMC
MIE Material C50 Machine Vertical MC
: ' @I EZ:p10(TLDM100)
BEFE/)\ fbisa] > Tool dia.
Normal wear,
able to continue QtJJ#IJ%ﬁ:

Cutting conditions
n=2,548min"", Vc=80m/min,
Vf=254mm/min, f=0.1mm/rev

@\ HITHFRE: H=15mmULEE D)
Drilling depth (Blind)

FyEy > ArtE @ —5> FIAEBKEY

Chipping Competitor K

FyEg 1]
kR A > Ktt%e

=R ] Competitor A ] Coolant External (water soluble)
Chipping

2145—FUJL¢$3 TLDM ¢3

RAEH Max. flank wear
\ \ \ \

VB max:0.065mm

40HRC
TUN— K%

. 2,0007vmI#e
M EFRTRE !
Achieved 2,000 hol
Still able to continue|

\ \ \ \ \ \ \ \ \
0 200 400 600 800 1,000 1,200 1,400 1,600 1,800 2,000

mI7#(7?) No. of holes

LTI <E
Completely breaking chips

#HIF © NAK8O (40HRC)  fER#H  iIfFMC @I E%E: $3(TLDMO030)
Material P21 Machine Vertical MC Tool dia.

@IHIZMH : n=3,185min"' ,Vc=30m/min, Vf=191mm/min, f=0.06mm/rev
Cutting conditions

@\ HIHFES: H=6mm(lEE D)
Drilling depth (Blind)

@0 —35 > hINERKAEY

Coolant External (water soluble)

TUN—=RUHHICN T BT EER (P10) Tool life test (¢10) (mold steel P21)
TUON—FRVHITHRESED! ~N

Longer tool life!

#HIH :NAK8O (39HRC)
Material P21

fERMM  SIFEMC
Machine Vertical MC

@I E#E:p10(TLDM100)

DIJET

1,0007 ##¥#e]

407R iE 1,000 holes Tooldia.
Kt 40 holes (chippi (still able to continue) [ Bt
Competitor K 0.8m 20.0m Cutting conditions
n=955min-!, Vc=30m/min,
‘ ‘ Vf=96mm/min, f=0.1mm/rev
4t 607 #7148 @713 FE : H=20mm (L% D)

60 holes (breakage) Drilling depth (Blind)
1.2m

| | | QU —5> b aERKEY
0 100 200 300 400 500 600 700 800 900 1,000 Coolant  External (water soluble)
mIs#mR) No. of holes

Competitor H




21S5—=F=U) Spot facing drill

GRS Cutting performance

ATYL MK TEITEEM (P10) Tool life test (910) (stainless steel)
27V L ZMTHRER!

Longer tool life!
| I S A N

#WHEIA 1 SUS304
Material Stainless steel

DIJET fERMM - SIFZMC
Machine Vertical MC
Bx:
50077 MEEEE] .il_:o,of;aqﬂO(TLDMmO)
K4t 1007 #rif EEOOIIhOtl?S tinue) [ 1o EJ%#
; still able to continue ]! :
Competitor :]I%Onl:OleS (breakage) 5.0m Cutting conditions
’ n=955min-', Vc=30m/min,
Vf=76mm/min, f=0.08mm/rev
£t 109 738 @\ HITRE: H=10mm(EE D)
Competitor B (1)01F:Tcl>les (breakage) Drilling depth (Blind)
’ | | QU —Z > M AZKBYE

0 50 100 150

200

250 300 350 400

mIyE (%) No. of holes

450 500

Coolant External (water soluble

ATV LAFICH T BT EEM (P1) Tool life test (¢1) (stainless steel)

2145—FU)L o1 TLDM ¢1

ATV LAMTHRG®!

Longer tool life!

1,0007% kAT

1,000 holes

(still able to continue)
\ \

0 200 400

600 800 1,000

mIs#(7?) No. of holes

#WHA 1 SUS304
Material Stainless steel
fEFAEM : SIFZMC
Machine Vertical MC
@I ERE:¢p1(TLDMO10)
Tool dia.
L DIETESES
Cutting conditions
n=10,000min", Vc=31.4m/min,
Vf=50mm/min, f=0.005mm/rev
@ HIFES H=1mm (LLE D)
Drilling depth (Blind)
O —5 > b siumkiEN
\ Coolant External (water soluky

FRUOEEDITI ($10.7) Cutting performance for Titanium alloy (¢10.7)

<7\¥EE > Hole accuracy

TERP10.7 ICHEVTIE
EKIE 10pum URE BiF,

In case of using TLDM107 (¢10.7), the
over size of hole diameter is within 10

<FZN@EmDMI> Half hole drilling

FEANETHREERL
MIA!

Achieved smooth machining even in case
of drilling half hole !

\ Coolant

#WHIM : Ti-6Al-4V (36HRC)
Material ~ Titanium alloy
fERKEH - STAEMC
Machine Vertical MC
@I ER&:$10.7 (TLDM107)
Tool dia.
@tIHISE M
Cutting conditions
n=900min"', Vc=30.3m/min
Vf=90mm/min , f=0.10mm/rev
(¥%Uh@7]ﬂlﬂ§lin=30mm/min, £=0.033mm/rev )
In case of drilling half hole
@7 B FFEE: H=20mm (LEE )
Drilling depth (Blind)
@ —5 > IAERKAEN

External (water soluble)




// DIJET

HFLEE(SUS303) Tool life comparison (SUS303)

(w4 : SUS303

Material Stainless steel

fEFREM : SIFZMC
Machine Vertical MC

@I E7%: ¢14 (5D)(TLD5DCH1400814)

0.12 /(
0.1 /

0.08 Tool dia.

0.06 / @tTHEIZ M Cutting conditions :

L Normal wear n=682min" ,Vc=30m/min,

20m
IEEER
(#k#55mT)

Large wear

(still able to X
continue) Vf=102mm/min, f=0.15mm/rev

, @B FEE: H=70mm(lkx D)
0.02 [ —C # Competitor G Drilling depth (Blind)
DIJET HA RFRES: 7Tmm
0 L 1 L I Depth of guide hole drilling
0 5 10 15 | @s—5>r:mmican
tIHI&R (m) Cutting length Coolant Internal (water soluble)
N J

0.04

IS EEFEE (mm) Flank wear

J

e N
DIUET MM SUS303 EFIAEN : STEMC
S Material Stainless steel Machine Vertical MC
4 @ T E72: ¢8 (5D)(TLD5DCH0800S08) @75 |FHES: H=30mm (Z:&)
Tool dia. Drilling depth (Thru.)
@tIHIZ M Cutting conditions - (FR®BD. 0.5mm2 7y 7IT)
n=1,194min' ,Vc=30m/min, Guide hole making, 0.5mm step feed
. Vf=155mm/min, f=0.13mm/rev
- @z LR : 60mm Oy —5> kI AEKEE
— TR Overhung length Coolant Internal (water soluble)
HAOIC/NY

Burr at hole exit
:ﬁi% Result

DUETHEZAS—RUILIZRASUDN R IEN DD BN IEEE
HRIF,

Compared with competitor K, TLD5D type provides better initial bite & small run-out,
and showed good surface roughness.

s N
#HEIM : SNCM420 fEFREM - IITAZMC
Material Ni-Cr-Mo steel Machine Vertical MC

@I E#: ¢8 (TLD5DCH0800S08)
Tool dia.

@tTHIZMH Cutting conditions -
n=1,194min-1,Vc=30m/min, Vf=179mm/min, f=0.15mm/rev
@ HIHFRE : 25mm (Bid)
Drilling depth (Thru.)
(p7.8H1 K7HO. 1mmR 7Ty FII)
$7.8 guide hole, Tmm step feed
@ZEHLET 1 55mm @/ —5 > IRERKAN
Overhung length Coolant Internal (water soluble)

@7 —CK 1 115mm
Gauge length

RETNMIOHKFNULEE (I TEA57Y) RITEHRT

PeESERD

burrs and

Sk RUJL IR/ (R )4 21 S5— RUILIEIR G
E BT IR,

After drilling crossed hole (45 holes), TLD5D type controlled burr and chips when
withdrawn, but flat drill of competitor E showed burr and chips.
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Line up

Q Z1>—RKUJL TLDMHA; 2DHA) TLDM type

@tinA180°7Z FDECYMIARYJL  Spot facing drill with point angle of 180 °(flat face)

@B IRERE2XDC Drilling depth 2xDC
@ LnA30° Helix angle:30°

Spot facing drill

BE rE Fi& (mm) Dimensions g;ﬁq{ﬂ;ﬁ% BE & st (mm) Dimensions #‘Eﬁ?%
Cat. No. Stock DC LCF OAL | DCON Li(sjg\r(i)ce Cat. No. Stock DC LCF OAL | DCON List Price
TLDMO10 [ ) 1 3 60 3 6,190 TLDMO036 (] 3.6 14 60 4 6,810
TLDMO11 o 1.1 83 60 3 6,190 TLDMO036-S6 ([ J 3.6 14 60 6 7,490
TLDMO012 [ J 1.2 3.6 60 3 6,190 TLDMO37 ([ J 3.7 14 60 4 6,810
TLDMO013 [ ] 1.3 3.9 60 3 6,190 TLDMO037-S6 o 3.7 14 60 6 7,490
TLDMO14 [ J 1.4 4.2 60 3 6,190 TLDMO038 [ 3.8 15 60 4 6,810
TLDMO15 [ J 1.5 4.5 60 3 6,190 TLDMO038-S6 [ J 3.8 15 60 6 7,490
TLDMO16 [ ) 1.6 4.8 60 3 6,190 TLDMO039 (] 3.9 15 60 4 6,810
TLDMO17 [ ) 1.7 5.1 60 3 6,190 TLDMO039-S6 (] 3.9 15 60 6 7,490
TLDMO18 [ ) 1.8 5.4 60 3 6,190 TLDMO040 (] 4 15 60 4 6,810
TLDMO19 [ ) 1.9 5.7 60 3 6,190 TLDMO040-S6 ([ J 4 15 60 6 7,490
TLDMO020 [ J 2 7 60 4 6,190 TLDMO041 ([ J 4.1 16 60 6 7,310
TLDMO021 [ ] 2.1 7.5 60 4 6,190 TLDMO042 ([ J 4.2 16 60 6 7,310
TLDMO022 [ J 2.2 8 60 4 6,190 TLDMO043 [ 4.3 17 60 6 7,310
TLDMO023 [ J 2.3 8.5 60 4 6,190 TLDMO044 [ J 4.4 17 60 6 7,310
TLDMO024 [ ) 24 9 60 4 6,190 TLDMO045 (] 45 17 60 6 7,310
TLDMO025 [ ) 25 9.5 60 4 6,190 TLDMO046 (] 4.6 18 65 6 7,930
TLDMO026 [ ) 2.6 10 60 4 6,190 TLDMO047 (] 4.7 18 65 6 7,930
TLDMO027 [ ) 2.7 10.5 60 4 6,190 TLDMO048 ([ J 4.8 18 65 6 7,930
TLDMO028 [ ] 2.8 11 60 4 6,190 TLDMO049 ([ J 4.9 19 65 6 7,930
TLDMO029 [ ] 2.9 11.5 60 4 6,190 TLDMO050 ([ J 5) 19 65 6 7,930
TLDMO030 [ J 3 12 60 4 6,190 TLDMO51 [ 5.1 20 65 6 8,430
TLDMO030-S6 [ J 3 12 60 6 6,810 TLDMO052 [ J 52 20 65 6 8,430
TLDMO31 [ ) 3.1 12 60 4 6,560 TLDMO053 (] 53 20 65 6 8,430
TLDMO031-S6 [ ) 3.1 12 60 6 7,220 TLDMO054 (] 54 21 65 6 8,430
TLDMO032 [ ) 3.2 12 60 4 6,560 TLDMO055 (] 55 21 65 6 8,430
TLDMO032-S6 [ ] 3.2 12 60 6 7,220 TLDMO056 ([ J 5.6 22 70 6 9,030
TLDMO033 [ J 3.3 13 60 4 6,560 TLDMO57 ([ J 5.7 22 70 6 9,030
TLDMO033-S6 [ ] &3 13 60 6 7,220 TLDMO058 ([ J 5.8 22 70 6 9,030
TLDMO034 [ J 3.4 13 60 4 6,560 TLDMO059 [ 5.9 23 70 6 9,030
TLDMO034-S6 [ J 3.4 13 60 6 7,220 TLDMO060 [ J 6 23 70 6 8,460
TLDMO035 [ ) 3.5 13 60 4 6,560 TLDMO61 (] 6.1 23 70 8 9,410
TLDMO035-S6 [ ) 315 13 60 6 7,220 TLDMO062 (] 6.2 24 70 8 9,410

@ XA—H—7E[ER Standard stock items
TEAEATR 3202557 BB S TOME T,
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DCA* ¢ 125 F T DC=DCONDIZE ‘
In case of DC=12 and DC=DCON

DCA' ¢ 12 F T DC<DCONDIZE ‘ OERTEHEE (mm)
In case of DC=12 and DC<DCON Tolerance of drill diameter

DCON (h6)
DCON (h6)

BEE¢Dc HFaE
Drill dia. Tolerance

Q 9]
o
k: | U ‘?%A DJ
|
0 S \‘5}—‘/ N 0
C0.1 J"LCF 5 flute length ‘ XKC0.1/ ’w/LCF(Eiﬁ flute length) S 3F Upto3 -0.010
OAL | oAl B 0
DCAY P 12KV KREWNZE
In case of DC>12

3%Z X6 Over3Upto6 ~0.012
g 10%C% o
Q}: CA Over 10 -0.018
} )
co1 /4

0
o
LCF (& flute length

%

¥DC< ¢ 3MIHAILC0.05

DCON (h6)

P

6% Z10LLF Over6 Upto 10 ~0.015
OAL

WE =& sti% (mm) Dimensions EL(EF!E% W& B st#% (mm) Dimensions g?ﬁéﬂ)ﬁ%

et | pc | LCF | OAL |DCON| M Catlie S% 1 pc | LCF | OAL |DCON| ‘i
TLDMO063 [ ) 6.3 24 70 8 9,410 TLDMO095 [ ) 9.5 37 80 10 14,210
TLDMO064 [ ) 6.4 25 70 8 9,410 TLDMO096 [ ] 9.6 37 80 10 14,900
TLDMO065 [ ) 6.5 25 70 8 9,410 TLDMO097 [ ) 9.7 37 80 10 14,900
TLDMO066 o 6.6 25 75 8 9,990 TLDMO098 [ ) 9.8 38 80 10 14,900
TLDMO67 [ ] 6.7 26 75 8 9,990 TLDMO099 [ ] 9.9 38 80 10 14,900
TLDMO068 [ ] 6.8 26 75 8 9,990 TLDM100 [ ] 10 39 80 10 14,100
TLDMO069 [ ] 6.9 27 75 8 9,990 TLDM101 [ ) 10.1 39 85 12 15,940
TLDMO70 [ ) 7 27 75 8 9,990 TLDM102 [ ) 10.2 39 85 12 15,940
TLDMO71 [ ) 71 27 75 8 10,580 TLDM103 [ ) 10.3 40 85 12 15,940
TLDMO072 [ ] 7.2 28 75 8 10,580 TLDM104 [ ] 104 40 85 12 15,940
TLDMO73 [ ) 7.3 28 75 8 10,580 TLDM105 [ ) 10.5 40 85 12 15,940
TLDMO74 [ ) 7.4 28 75 8 10,580 TLDM106 [ ) 10.6 41 85 12 16,870
TLDMO75 [ ] 7.5 29 75 8 10,580 TLDM107 [ ] 10.7 41 85 12 16,870
TLDMO76 [ ] 7.6 29 75 8 12,020 TLDM108 [ ] 10.8 42 85 12 16,870
TLDMO77 [ ) 7.7 30 75 8 12,020 TLDM109 [ ) 10.9 42 85 12 16,870
TLDMO78 [ ) 7.8 30 75 8 12,020 TLDM110 [ ) 11 42 85 12 17,330
TLDMO79 [ ) 7.9 30 75 8 12,020 TLDM111 [ ] 111 43 85 12 18,600
TLDMO080 [ ] 8 31 75 8 12,020 TLDM112 [ ) 11.2 43 85 12 18,600
TLDMO081 [ ) 8.1 31 75 10 12,480 TLDM113 [ ) 11.3 44 85 12 18,600
TLDMO082 o 8.2 32 75 10 12,480 TLDM114 [ ) 1.4 44 85 12 18,600
TLDMO083 [ ] 8.3 32 75 10 12,480 TLDM115 [ ] 11.5 44 85 12 18,600
TLDMO084 [ ] 8.4 32 75 10 12,480 TLDM116 [ ] 11.6 45 90 12 18,600
TLDMO085 [ ) 8.5 32 75 10 12,480 TLDM117 [ ) 11.7 45 90 12 18,600
TLDMO086 [ ) 8.6 33 80 10 13,060 TLDM118 [ ) 11.8 45 90 12 18,600
TLDMO087 [ ) 8.7 33 80 10 13,060 TLDM119 [ ) 11.9 46 90 12 18,600
TLDMO088 o 8.8 34 80 10 13,060 TLDM120 [ ] 12 46 90 12 18,600
TLDMO089 [ ) 8.9 34 80 10 13,060 TLDM125 [ ) 12.5 48 95 12 20,680
TLDMO090 o 9 85 80 10 13,060 TLDM130 [ ) 13 50 100 12 21,950
TLDMO091 [ ] 9.1 35 80 10 14,210 TLDM135 [ ] 13.5 52 100 12 23,220
TLDM092 o 9.2 85 80 10 14,210 TLDM140 [ ] 14 54 100 12 24,490
TLDMO093 [ ) 9.3 36 80 10 14,210
TLDM094 [ ) 9.4 36 80 10 14,210

@ X—H—7EESR Standard stock items
TEAEATR £ 20257 A RS TOME T .

B m RO BREIBI— M EBLET,
I HEEMETEIBAVEDLELIE L,
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Line up

Q Z1>—FKUJL TLD3D# (3DA-1 ) TLD3D type

@4i5f180° 75y FDEES YT ARV

@SV hIUTE

@ EMINITIFEE3IXDC

@ LnA30°

@H T IV —I Atk

Spot facing drill with point angle
Through coolant hole

Drilling depth 3xDC

Helix angle:30°

Double margin

Spot facing drill

of 180 °(flat face)

WE HE sti% (mm) Dimensions g;ﬁ]ﬁ% W& HE sti%x (mm) Dimensions Eﬁqﬁ??ﬁ
Cetiie; Skl pc | LCF | OAL |DCON e Cetes Skl pc | LCF | OAL |DCON N

TLD3DCH0300S03 ® | 3 14 | 60 3 8,050 TLD3DCH0540S06 ® | 54 | 25 | 70 6 10,960
TLD3DCH0310S04 ® | 31 14 | 60 4 8,520 TLD3DCH0550S06 ® | 55 | 25 | 70 6 10,960
TLD3DCH0320S04 ® | 32 | 15 | 60 4 8,520 TLD3DCH0560S06 ® | 56 | 26 | 70 6 11,790
TLD3DCH0330S04 ® | 33 | 15 | 60 4 8,520 TLD3DCH0570S06 ® | 57 | 26 | 70 6 11,790
TLD3DCH0340S04 ® | 34 | 168 | 60 4 8,520 TLD3DCH0580S06 ® | 58 | 27 | 70 6 11,790
TLD3DCH0350S04 ® | 35 | 16 | 60 4 8,520 TLD3DCH0590S06 ® | 59 | 27 | 70 6 11,790
TLD3DCH0360S04 ® | 36 | 17 | 60 4 8,860 TLD3DCH0600S06 ® | s 27 | 70 6 10,980
TLD3DCH0370S04 ® | 37 | 17 | 60 4 8,860 TLD3DCH0610S07 ® | 61 | 28 | 75 7 12,250
TLD3DCH0380S04 ® | 38 | 18 | 60 4 8,860 TLD3DCH0620S07 ® | 62 | 28 | 75 7 12,250
TLD3DCH0390S04 ® | 39 | 18 | 60 4 8,860 TLD3DCH0630S07 ® | 63 | 29 | 75 7 12,250
TLD3DCH0400S04 ® | 4 18 | 60 4 8,860 TLD3DCH0640S07 ® | 64 | 29 | 75 7 12,250
TLD3DCH0410S05 ® | 41 19 | 65 5 9,510 TLD3DCH0650S07 ® | 65 | 30 | 75 7 12,250
TLD3DCH0420S05 ® | 42 | 19 | 65 5 9,510 TLD3DCH0660S07 ® | 66 | 30 | 75 7 13,060
TLD3DCH0430S05 ® | 43 | 20 | 65 5 9,510 TLD3DCH0670S07 ® | 67 | 31 75 7 13,060
TLD3DCH0440S05 ® | 44 | 20 | 65 5 9,510 TLD3DCH0680S07 ® | 68 | 31 75 7 13,060
TLD3DCH0450S05 ® | 45 | 21 65 5 9,510 TLD3DCH0690S07 ® |69 | 32 | 75 7 13,060
TLD3DCH0460S05 ® | 46 | 2 65 5 | 10,320 TLD3DCH0700S07 e |7 32 | 75 7 13,060
TLD3DCH0470S05 @ | 47 | 22 65 5 | 10,320 TLD3DCHO710S08 ® | 71 | 32 | 80 8 13,750
TLD3DCH0480S05 @ | 48 | 22 65 5 | 10,320 TLD3DCH0720S08 ® | 72 | 33 | 80 8 13,750
TLD3DCH0490S05 ® | 49 | 23 | 65 5 | 10,320 TLD3DCH0730S08 ® | 73 | 33 | &0 8 13,750
TLD3DCH0500805 @5 23 | 65 5 | 10,320 TLD3DCH0740S08 ® | 74 | 34 | 80 8 13,750
TLD3DCH0510S06 ® | 51 | 23 | 70 6 | 10,960 TLD3DCH0750S08 ® | 75 | 34 | 80 8 13,750
TLD3DCH0520S06 ® | 52 | 24 | 70 6 | 10,960 TLD3DCH0760S08 ® | 76 | 35 | 80 8 15,600
TLD3DCH0530S06 ® | 53 | 24 | 70 6 | 10,960 TLD3DCH0770S08 ® | 77 | 35 | 8 8 15,600

@ X—A—7E[EF Standard stock items

TR $2025F 7 AR m COMEETY .
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DC=DCON®MI5& In case of DC=DCON @EFTESFAE (mm)
]h gE Tolerance of drill diameter
(i I N ¥ BZ¢Dc HEE
"i s % Drill dia. Tolerance
€0.05 LCF (8 flute Cr\gth‘ § 3UTF Upto3 _00_01 0
OAL | e _ = 0
3%Z X6 Over3Upto6 ~0.012
DC<DCON®DIHE In case of DC<DCON 6% 2 10LLF Over 6 Up to 10 _09015
i BN + ,,,,,,,,,,,,,,, {} 10Z2C % Over 10 —00.018
€0.05 l:(?/ﬂﬁ flute length) \} § g
8
OAL
W& EE sti& (mm) Dimensions Ei(’éﬂ{ﬂ;ﬂ% W& B sti& (mm) Dimensions Eiﬁﬂﬁ;ﬂ%
Cat. No. Stock DC LCF OAL | DCON Li?jg\r(i)ce Cat. No. Stock | pc LCE | oAL |DcoN Li(sjg\r(i)ce
TLD3DCHO0780S08 [ ] 7.8 36 80 8 15,600 TLD3DCH1020S11 [ ) 10.2 46 105 1 20,680
TLD3DCHO0790S08 o 7.9 36 80 8 15,600 TLD3DCH1030S11 [ ] 10.3 47 105 1" 20,680
TLD3DCHO0800S08 [ ] 8 36 80 8 15,600 TLD3DCH1040S11 [ ] 10.4 47 105 " 20,680
TLD3DCH0810S09 [ ] 8.1 37 90 9 16,170 TLD3DCH1050S11 [ ] 10.5 48 105 " 20,680
TLD3DCH0820S09 o 8.2 37 90 9 16,170 TLD3DCH1060S11 [ ] 10.6 48 105 " 21,950
TLD3DCH0830S09 [ ] 8.3 38 90 9 16,170 TLD3DCH1070S11 [ ] 10.7 49 105 " 21,950
TLD3DCH0840S09 [ ] 8.4 38 90 9 16,170 TLD3DCH1080S11 [ ] 10.8 49 105 1 21,950
TLD3DCH0850S09 o 8.5 39 90 9 16,170 TLD3DCH1090S11 [ ] 10.9 50 105 1 21,950
TLD3DCH0860S09 [ ] 8.6 39 90 9 16,980 TLD3DCH1100S11 [ ] 1 50 105 1 22,530
TLD3DCH0870S09 [ ] 8.7 40 90 9 16,980 TLD3DCH1110S12 [ ] 111 50 115 12 23,220
TLD3DCHO0880S09 [ ] 8.8 40 90 9 16,980 TLD3DCH1120S12 [ ] 11.2 51 115 12 23,220
TLD3DCH0890S09 [ ] 8.9 41 90 9 16,980 TLD3DCH1130S12 [ ] 11.3 51 115 12 23,220
TLD3DCH0900S09 o 9 41 90 9 16,980 TLD3DCH1140S12 [ ] 1.4 52 115 12 23,220
TLD3DCH0910S10 [ ] 9.1 41 95 10 18,480 TLD3DCH1150S12 o 11.5 52 115 12 23,220
TLD3DCH0920S10 [ ] 9.2 42 95 10 18,480 TLD3DCH1160S12 [ ] 11.6 53 115 12 23,220
TLD3DCH0930S10 [ ] 9.3 42 95 10 18,480 TLD3DCH1170S12 [ ) 1.7 53 115 12 23,220
TLD3DCH0940S10 [ ] 9.4 43 95 10 18,480 TLD3DCH1180S12 [ ) 11.8 54 115 12 23,220
TLD3DCH0950S10 [ ) 9.5 43 95 10 18,480 TLD3DCH1190S12 [ ] 11.9 54 115 12 23,220
TLD3DCH0960S10 [ ] 9.6 44 95 10 19,410 TLD3DCH1200S12 [ ] 12 54 115 12 23,220
TLD3DCH0970S10 [ ] 9.7 44 95 10 19,410 TLD3DCH1250S13 [ ] 12.5 57 125 13 26,920
TLD3DCH0980S10 o 9.8 45 95 10 19,410 TLD3DCH1300S13 [ ] 13 59 125 13 28,530
TLD3DCH0990S10 [ ] 9.9 45 95 10 19,410 TLD3DCH1350S14 [ ] 13.5 61 130 14 30,150
TLD3DCH1000S10 [ ] 10 45 95 10 18,370 TLD3DCH1400S14 [ ] 14 63 130 14 31,880
TLD3DCH1010S11 o 10.1 46 105 1 20,680

@ X—AH—7E[Ef Standard stock items
TRAEATAR (3202657 AR R CTOME T,

ok m RO BHREIEI—EXISELET,
FHIIBEAERFAEFTEAVEDESCI IV,
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an 1L
Q Z1>—FKUJL TLD5DH: (5DAXF) TLDS5D type

@cixA180° 75w FDECYUMIT ARV Spot facing drill with point angle of 180 °(flat face)

@SV hIUTE

@ EMINITIFEE5XDC

@R LNnA30°

@5 TV —I Atk

Line up

Through coolant hole
Drilling depth 5xDC
Helix angle:30°
Double margin

Spot facing drill

BE rE sti% (mm) Dimensions E%ﬁﬂﬁ;ﬁ% BE & sti% (mm) Dimensions giﬁ,ﬁ%
Cat. No. Stock DC LCF OAL | DCON Li?jPP\r(i)ce Cat. No. Stock DC LCF OAL | DCON List Price
TLD5DCH0300S03 [ ) 3 20 70 3 9,710 TLD5DCH0540S06 (] 54 36 85 6 13,170
TLD5DCH0310S04 [ ) 31 21 70 4 10,170 TLD5DCH0550S06 o 515 37 85 6 13,170
TLD5DCH0320S04 [ ) 3.2 22 70 4 10,170 TLD5DCH0560S06 (] 5.6 38 85 6 14,100
TLD5DCH0330S04 [ ) &3 22 70 4 10,170 TLD5DCH0570S06 @ 5.7 38 85 6 14,100
TLD5DCH0340S04 o 3.4 23 70 4 10,170 TLD5DCH0580S06 (] 5.8 39 85 6 14,100
TLD5DCH0350S04 o 815 24 70 4 10,170 TLD5DCH0590S06 o 5.9 40 85 6 14,100
TLD5DCH0360S04 [ ] 3.6 24 70 4 10,630 TLD5DCH0600S06 (] 6 40 85 6 13,170
TLD5DCH0370S04 [ ) 3.7 25 70 4 10,630 TLD5DCH0610S07 [ ) 6.1 41 95 7 14,670
TLD5DCH0380S04 [ ) 3.8 26 70 4 10,630 TLD5DCH0620S07 (] 6.2 42 95 7 14,670
TLD5DCH0390S04 [ ) 3.9 26 70 4 10,630 TLD5DCH0630S07 o 6.3 42 95 7 14,670
TLD5DCH0400S04 [ ) 4 27 70 4 10,630 TLD5DCH0640S07 (] 6.4 43 95 7 14,670
TLD5DCH0410S05 [ ) 41 28 80 5 11,440 TLD5DCH0650S07 @ 6.5 44 95 7 14,670
TLD5DCH0420S05 [ ) 4.2 28 80 5 11,440 TLD5DCH0660S07 (] 6.6 44 95 7 15,710
TLD5DCH0430S05 o 4.3 29 80 5 11,440 TLD5DCH0670S07 o 6.7 45 95 7 15,710
TLD5DCH0440S05 [ ] 4.4 30 80 5 11,440 TLD5DCH0680S07 (] 6.8 46 95 7 15,710
TLD5DCH0450S05 [ ) 4.5 30 80 5 11,440 TLD5DCH0690S07 [ ) 6.9 46 95 7 15,710
TLD5DCH0460S05 [ ) 4.6 31 80 5 12,360 TLD5DCHO0700S07 (] 7 47 95 7 15,710
TLD5DCH0470S05 [ ) 4.7 32 80 5 12,360 TLD5DCHO0710S08 o 71 48 100 8 16,520
TLD5DCH0480S05 [ ) 4.8 32 80 5 12,360 TLD5DCH0720S08 (] 7.2 48 100 8 16,520
TLD5DCH0490S05 [ ) 4.9 & 80 5 12,360 TLD5DCH0730S08 o 7.3 49 100 8 16,520
TLD5DCH0500S05 [ ) 5 34 80 5 12,360 TLD5DCH0740S08 (] 7.4 50 100 8 16,520
TLD5DCH0510S06 o &1 34 85 6 13,170 TLD5DCH0750S08 o 73 50 100 8 16,520
TLD5DCH0520S06 [ ] 5.2 35 85 6 13,170 TLD5DCHO0760S08 (] 7.6 51 100 8 18,720
TLD5DCH0530S06 [ ) 5.3 36 85 6 13,170 TLD5DCHO0770S08 [ ) 7.7 52 100 8 18,720

@ X—A—7E[E Standard stock items

RT3 2025F 7 AR m COMEETY .
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DC=DCON®5H & In case of DC=DCON S EETEHIARE (mm)

Lglh 8&7 \\} 777777777777777 + Tolerance of drill diameter _

N[ = mZeDo HEE
‘ L“Q/ g Drill dia. Tolerance
z
0.05 LCF(# fute length) " § 3T Upto3 _(?.010
3% ZA6LLT Over3Upto6 _00_012
g DC<DCON®MI5HE In case of DC<DCON 6% = 2105 Over 6 Up to 10 —00.015
e } P
C0.05 lfi(i%ﬁ flute length) \[7 § g
a
OAL
HE =& sfi% (mm) Dimensions Efﬂﬁ;ﬂ% W& & sfi% (mm) Dimensions g?ﬁéﬂ)ﬁ%
cat. No. S| pc | LCF | OAL |DCON| " cat. No. S% 1 pc | LCF | OAL |DCON| ‘i
TLD5DCHO0780S08 [ ) 7.8 52 100 8 18,720 TLD5DCH1020S11 [ ) 10.2 68 130 1" 24,840
TLD5DCHO0790S08 [ ) 7.9 53 100 8 18,720 TLD5DCH1030S11 o 10.3 69 130 1" 24,840
TLD5DCH0800S08 [ ] 8 54 100 8 18,720 TLD5DCH1040S11 [ ) 10.4 70 130 " 24,840
TLD5DCH0810S09 [ ] 8.1 54 110 9 19,410 TLD5DCH1050S11 [ ) 10.5 70 130 1" 24,840
TLD5DCH0820S09 [ ] 8.2 55 110 9 19,410 TLD5DCH1060S11 [ ] 10.6 71 130 " 26,340
TLD5DCH0830S09 [ ] 8.3 56 110 9 19,410 TLD5DCH1070S11 [ ] 10.7 72 130 1" 26,340
TLD5DCH0840S09 [ ) 8.4 56 110 9 19,410 TLD5DCH1080S11 [ ] 10.8 72 130 1 26,340
TLD5DCH0850S09 [ ) 8.5 57 110 9 19,410 TLD5DCH1090S11 [ ) 10.9 73 130 1 26,340
TLD5DCH0860S09 [ ] 8.6 58 110 9 20,330 TLD5DCH1100S11 [ ) 1 74 130 1" 27,030
TLD5DCH0870S09 [ ) 8.7 58 110 9 20,330 TLD5DCH1110S12 o 111 74 145 12 27,840
TLD5DCH0880S09 [ ] 8.8 59 110 9 20,330 TLD5DCH1120S12 [ ) 1.2 75 145 12 27,840
TLD5DCH0890S09 [ ] 8.9 60 110 9 20,330 TLD5DCH1130S12 o 11.3 76 145 12 27,840
TLD5DCH0900S09 o 9 60 110 9 20,330 TLD5DCH1140S12 [ ] 1.4 76 145 12 27,840
TLD5DCH0910S10 o 9.1 61 120 10 22,180 TLD5DCH1150S12 [ ] 11.5 77 145 12 27,840
TLD5DCH0920S10 [ ) 9.2 62 120 10 22,180 TLD5DCH1160S12 [ ] 11.6 78 145 12 27,840
TLD5DCH0930S10 [ ) 9.3 62 120 10 22,180 TLD5DCH1170S12 [ ) 1.7 78 145 12 27,840
TLD5DCH0940S10 [ ) 9.4 63 120 10 22,180 TLD5DCH1180S12 [ ) 11.8 79 145 12 27,840
TLD5DCH0950S10 [ ) 9.5 64 120 10 22,180 TLD5DCH1190S12 [ ] 11.9 80 145 12 27,840
TLD5DCH0960S10 [ ] 9.6 64 120 10 23,340 TLD5DCH1200S12 [ ) 12 80 145 12 27,840
TLD5DCH0970S10 [ ] 9.7 65 120 10 23,340 TLD5DCH1250S13 [ ) 12.5 84 155 13 32,340
TLD5DCH0980S10 [ ] 9.8 66 120 10 23,340 TLD5DCH1300S13 [ ] 13 87 155 13 34,190
TLD5DCH0990S10 [ ] 9.9 66 120 10 23,340 TLD5DCH1350S14 [ ] 13.5 90 160 14 36,160
TLD5DCH1000S10 [ ] 10 67 120 10 22,070 TLD5DCH1400S14 [ ) 14 94 160 14 38,240
TLD5DCH1010S11 [ ) 10.1 68 130 1 24,840

@ X—AH—7E@Ef Standard stock items
TRAEATAR 1320267 AR R COME T,

0k RO BHREIEI—FXISELET,
FHIIBEAERFAEFTEAVEDESCRE IV,
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IITEA Cutting data

Spot facing drill

AT L ATDESD AN T Spot facing for stainless steel

13

% % #5 Part name TARE—2X Test piece
x
%} ;0 # M # Material 27 LA (SUS304) Stainless steel (1.4301)
& [ & Hardness —
g ~ B N TLDM110 (@11)
Ie o =
8 Grade DZ3—k (TIAINZR) TAIN coated
[ElEREE - -
Spindle speed n | n=875min"
CuBHERE | Ve | Ve=30mimin
[2) S
_5 Fgc?gleged Vf | Vi=87mm/min
s =0
L5 Fed |1 rotmmie
= S NS — o 2 BT RS ;
BATERBNTZAECOAIVRILER. 215— U)LY R it R ALk
IE 2TV LA THMELRIM I TEHRA, © 95>7 Clamp R#F Good
?fgsf:::\:;ognmi%ﬁp:}:ﬁ;;iz :ﬁtse Zzos‘t;?r?l:s:sq:err"l 2—5>k Coolant AGAMEIEIH (P488) water soluble (external)
{EFA#EI Machine FIAZMC Double column MC
2424
AT L ZFDINEBH TN L Drilling for stainless steel
J—ORE4mm L 942
Work thickness: 4mm o 'd %Eul %  #Partname ZL—h Plate
X
- 945 *:% ;o # I # Material 7L (SUS304) Stainless steel (1.4301)
: :/ # [ & Hardness —
i &
% ~ Cat. N TLDMO42(¢4.2)
¢ ¢ I B
=l Grade DZ— b (TIAINZR) TiAIN coated
[El35EE - s
Spindie speea | 1| 1=2.300mir’
YIHEE - ;
" Cutting speed Ve | Ve=30m/min
BERUILTREER -BEHH T RITARRIKIV Y S| (2222, |vi| vi=150mm/min
RIVRIILICTRE-RODEFMI. 25— FUJLIE S ] 3 =0.065mmirev
N . o Gt L <] Feed f
T—2400fBMTH. NUA NS mEs BFser E T S —
A )0 I LB RS 6 173 D158 H 5 280 12 55 . i R B IFIC £|  Drlingdepth | 4mm (3@ Thre)
DZFp4 5H5%H, 2 4537 Clamp BIF Good
Current method: Plunging and circular interpolation by competitor A's 3 flutes solid end 4 —53k Coolant AGEMEIYIHE (9488) Water soluble (external)
mill. Improved method: TLDM could drill 400 works and achieved small burr formation & N rp— -
good hole accuracy, and still continue drilling. Furthermore, TLDM reduced the fEFAkE Machine ILFZMC VerticalIC

machining time from 15 to 2 seconds per 1 hole.




REMDEESHAN T Spot facing for carbon steel

@I\ Quality of hole

10AFRINT .
Machined 10 holes per work’

17 =107 EESOIMTICE WT . EB/N\1 XESDH
IVRIILICH L. ZAZ5—FRUILIEIN TR =65 L5
WTEEE.EAE DRI EGERTR) .

In spot facing 10 holes per work, TLDM reduced the machining time to less than one

sixth of competitor E's HSS spot facing end mill. And achieved good hole accuracy &
good surface finish (TLDM is still able to continue).

// DIJET

2TV LRBDIZETHIFINT (TF2EEHEF) Drilling crossed hole for stainless steel (Example of process combining)

TLDMTHL RGBT (AEE) TLDSDTREIN(E&E)7 ST
Guide drilling on cylindrical surface with TLDrilling crossed hole(Thru) with TLD5D

1,000 DM A TE MGHERN AL, BT TVRSIL
+RULIOMIZT S5 —RULICBERI B LT 4R
VS U, TR E R A ORERAYALL

Achieved 1,000 holes, still able to continue.
Replacement from endmilling and drilling.Spot facing drill reduce burrs,
improves hole accuracy and surface finish, and improves efficiency.

% % ¥ Part name A1 TFL—k Die plate
x
% 2 W B # Material &% %M (S55C) Carbon steel (C55)
5] d & Hardness -
-
1% _ e TLDM110(¢11)
e n & - .
g Grade DZ3—h (TIAINZR) TiAIN coated
[ElERiEE _ .
Spindle speed n | n=2,325min"
I3, B .
C:ﬂﬁé sEed V¢ | Ve=80m/min
@ S
- é Fﬁ?ﬁid Vf | Vi=510mm/min
% g ’é?eg‘ f | f=0.22mm/rev
fF gg Sﬁ]g’ﬁﬁ 7mm ($7F7R&D with ¢7 pilot hole)
© 957 Clamp B Good
2—5>k Coolant AGAMELTHEIE (EB)  water soluble (external)
fERMM Machine ITHMC VerticalMC
2465
fERTIE Tool
TLDMO031 TLD5DCH0310S04

EJIHEH
Work

% R Part name

EE2R ARS8 Parts for medical devices

#® B # Material SUS304
Spﬁcﬁ%ﬁed n n=3,080min-"
C:tJtJiﬁg%Eed Ve Ve=30m/min
Fﬁ?ﬁid Vf Vi=310mm/min
i é iﬁ?eai f f=0.1mm/rev
5 o
% g, S?iﬁgfpz{? 3mm 14mm
5| e LED7R Bind B3 Thu.
935>7 Clamp B17 Good
KGR (4188) KA (FER)

92—k Coolant

Water soluble (external) Water soluble (internal)

fER#M Machine

IIHZMC VerticalMC

4435

14
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Spot facing drill

*%ﬁt}] ﬁU%ﬁ: Recommended cutting conditions

Q Z1>—KUJL TLDMA; 2DEA ) TLDM type

A &R (SS400) A& X180HBLLTF %% (S50C) FEE280HBUT &4l (SCM440) fEx280~350HB
Work materials Steel for structure Below 180HB Carbon steel (C50) Below 280HB Alloy steel (1.7223) 280~350HB
EIHIEEE
Cutting speed 50-100 50-100 30-70
Ve (m/min)
%Uéﬁ 0.01-0.05(¢ 1-¢ 2) 0.01-0.05(¢ 1-¢ 2) 0.01-0.04(¢ 1-¢ 2)
ee
& (i) 0.06-0.24( ¢ 3-¢ 14) 0.06-0.24( ¢ 3- p 14) 0.06-0.24( $ 3- 14)
FUILERE [EIEREE £ Y EE B8RSR E %Y EE [EIEREE £ Y EE
Drill dia. Spindle speed Feed speed Spindle speed Feed speed Spindle speed Feed speed
(mm) n (min") Vf  (mm/min) n (min") Vf (mm/min) n (min") Vf (mm/min)
1 19,100 380 19,100 380 12,700 250
2 11,100 380 11,100 380 8,000 250
& 8,500 510 8,500 510 6,375 380
4 6,375 510 6,375 510 4,775 380
5 5,100 510 5,100 510 3,825 380
6 4,250 510 4,250 510 3,175 380
7 3,650 510 3,650 510 2,725 380
8 3,175 510 3,175 510 2,375 380
9 2,825 510 2,825 510 2,125 380
10 2,550 510 2,550 510 1,900 380
1" 2,325 465 2,325 465 1,725 345
12 2,125 425 2,125 425 1,600 320
13 1,950 390 1,950 390 1,475 295
14 1,825 365 1,825 365 1,375 275
A F1)n— K8l (NAK8D) #E &38~43HRC BEANEE (SKD61) #ES50HRCELT FHUAE (Ti-6A-4V) EE30~42HRC
Work materials Mold Steel (P21) 38~43HRC Hardened diesteel (1.2344) Below 50HRC Titanium alloy 30~42HRC
Cuting speed 20-40(61-62) 550 20-40(¢1-$2)
Ve (m/min) 20-50(¢3-¢ 14) 20-50( ¢ 3- ¢ 14)
%ge (;E 0.005-0.03( 1-¢ 2) 0.005-0.03(¢ 1-$ 2) 0.005-0.03( 1-$ 2)
& (i) 0.06 -0.20(¢ 3-¢ 14) 0.03 -0.12(¢ 3-¢ 14) 0.06 -0.20(¢ 3-¢ 14)
FUILERE [EIEREE £ Y EE EIEREE £ Y EE B8RSR E £ Y EE
Drill dia. Spindle speed Feed speed Spindle speed Feed speed Spindle speed Feed speed
(mm) n (min") Vf  (mm/min) n (min") Vf (mm/min) n (min™) Vf  (mm/min)
1 9,500 100 6,400 50 9,500 100
2 4,800 100 3,200 50 4,800 100
& 3,175 320 2,125 100 3,175 320
4 2,375 240 1,600 80 2,375 240
5 1,900 200 1,275 70 1,900 200
6 1,600 170 1,050 60 1,600 170
7 1,375 150 900 60 1,375 150
8 1,200 140 800 50 1,200 140
9 1,050 120 700 50 1,050 120
10 950 110 625 50 950 110
1" 875 110 575 50 875 110
12 800 100 525 40 800 100
13 725 90 500 40 725 90
14 675 90 450 40 675 90
nfEALDEEEE
1. LR OBREDHIEHEFEEMITOERSHERLTVET,
ERENTIOGEE. EMNAEMN0°KETIEEY EEZE40~80%ICTIFTLZEL,
Fi=. EMAEMNI0°LILLTITEY REZ20~50%ICTFIFTLEZEL,
2. FROBEVHIEHIKBEHREERALEZHEEOEHTYT., ZXOHEE. T7 70— THYKTHREREEZT> TSN,
B JRE2DLUTCHEALLFEEL, 2DEBA D NHITFHE N LEEA,
4. EEYIETEELEAS
5 MASEMIDHZAIE. 0.5mmMDR Ty TMIEToTLEELY,
6. WHIMDHEELT— I KRG EICEY ., PYKTHARIBUBGEENHYET, [RENBKRTSH] MEEICESA D] YLK FEFYICLD

TEWE] OWEEAHYETOT, MEVELEFR] TRTyTMI] BEETV. GIULKTERHL TSN,

15
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3,800 38 9,500 100 19,100 380
1,900 19 4,800 100 11,100 380
1,275 26 3,175 320 8,500 510
950 19 2,375 240 6,375 510
775 16 1,900 200 5,100 510
625 13 1,600 170 4,250 510
550 1" 1,375 150 3,650 510
475 10 1,200 140 3,175 510
425 9 1,050 120 2,825 510
375 8 950 110 2,550 510
350 7 875 110 2,325 465
325 7 800 100 2,125 425
300 6 725 90 1,950 390
275 6 675 90 1,825 365

19,100 25,500

11,100 380 15,900 800
8,500 510 12,725 770
6,375 510 9,550 770
5,100 510 7,650 770
4,250 510 6,375 770
3,650 510 5,450 770
3,175 510 4,775 770
2,825 510 4,250 770
2,550 510 3,825 770
2,325 465 3,475 695
2,125 425 3,175 635
1,950 390 2,950 590
1,825 365 2,725 545

Attention for use
1. Above cutting conditions are for drilling flat surface. In case of drilling inclined surface, the figure to be adjusted as below:
For inclined angle under 30°, reduce Feed speed (Vf) to 40-80%, and for inclined angle 30° or more, reduce Feed speed (Vf) to 20-50%.
2. Above cutting conditions are for drilling with water soluble. In case of dry cutting, use air blow to remove the chips.
3. Recommend drilling depth under 2D or less. Drilling depth over 2D is not recommended.
4. Endmilling is impossible.
5. In case of machining heat-resistant alloy, using 0.5mm step feed.
6. In case of long chips evacuated, adjust above conditions by increasing Feed speed or using step feed for breaking chips.

16
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EAEYHI & 4 Recommended cutting conditions

Q Z1>—FKVJL TLD3DH: (3DA) TLD3D type

Spot facing drill

8,500 510 8,500 510 6,375 380
6,375 510 6,375 510 4,775 380
5,100 510 5,100 510 3,825 380
4,250 510 4,250 510 3,175 380
3,650 510 3,650 510 2,725 380
3,175 510 3,175 510 2,375 380
2,825 510 2,825 510 2,125 380
2,550 510 2,550 510 1,900 380
2,325 465 2,325 465 1,725 345
2,125 425 2,125 425 1,600 320
1,950 390 1,950 390 1,475 295
1,825 365 1,825 365 1,375 275

3,175 320 3,700 300 3,175 320
2,375 240 2,790 260 2,375 240
1,900 200 2,230 200 1,900 200
1,600 170 1,860 160 1,600 170
1,375 150 1,590 150 1,375 150
1,200 140 1,390 140 1,200 140
1,050 120 1,340 140 1,050 120
950 110 1,110 130 950 110
875 110 1,010 120 875 110
800 100 930 120 800 100
725 90 860 120 725 90
675 90 800 120 675 90

NEREOIEEE

1. LEEOREDHIEHTFEAMITOEHERLTVET,
EREMIOSEE. ERBEMN0° RiETEEYEEEI0~80%ICTIFTLEEL,
-, ERAEMNI0 LULETIEHEYEEZE20~50%ICTIFTLEZE, L. BEEREFEZBNTLEE,
2. FEROBRETRIEMS ZKBEVHIRENEHTERLZSEORETT,
HEBRHDIBERIRT Y TMIE TV, YUK FTEHFHLTCESN, X TORAFERN-LERA,
3 NREIDLUTTHEACEZSLY, DEBXDIRHIFEDANZAS—FYILEFERACESL,
CEREYETEFEA,
5 WRIMDBHELT—IBREBEICEY ., YLK THRIBUBBELHY ET, ThITEY [RE/ERT H] [EAEICEADL]
MY THEEYICLDITERE] GEDOTREMAHYETOT., EYZELEIFE] [RFyITMI] BEETL. OIULKTEFHL TS,

S
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3,175 320 8,500 510 8,500 510
2,375 240 6,375 510 6,375 510
1,900 200 5,100 510 5,100 510
1,600 170 4,250 510 4,250 510
1,375 150 3,650 510 3,650 510
1,200 140 3,175 510 3,175 510
1,050 120 2,825 510 2,825 510
950 110 2,550 510 2,550 510
875 110 2,325 465 2,325 465
800 100 2,125 425 2,125 425
725 90 1,950 390 1,950 390
675 90 1,825 365 1,825 365

Attention for use

. Above cutting conditions are for drilling flat surface. In case of drilling inclined surface, the figure to be adjusted as below:
For inclined angle under 30°, reduce Feed speed (Vf) to 40-80%, and for inclined angle 30° or more, reduce Feed speed (Vf) to 20-50%.
But, keep spindle speed (n).

2. Above cutting conditions are for drilling with water soluble (internal coolant). In case of external coolant, use step feed to remove the chips.

Dry drilling is not recommended.

Recommend drilling depth under 3D or less. In case of drilling depth over 3D, recommend to use TLD5D type.

Endmilling is impossible.

In case of long chips evacuated, adjust above conditions by increasing Feed speed or using step feed for breaking chips.

-
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B IEIEISS Recommended cutting conditions

Q Z15—FKVJL TLD5DH: (5DARF) TLD5D type

Spot facing drill

8,500 510 8,500 510 6,375 380
6,375 510 6,375 510 4,775 380
5,100 510 5,100 510 3,825 380
4,250 510 4,250 510 3,175 380
3,650 510 3,650 510 2,725 380
3,175 510 3,175 510 2,375 380
2,825 510 2,825 510 2,125 380
2,550 510 2,550 510 1,900 380
2,325 465 2,325 465 1,725 345
2,125 425 2,125 425 1,600 320
1,950 390 1,950 390 1,475 295
1,825 365 1,825 365 1,375 275

3,175 320 4,240 340 3,175 320
2,375 240 3,180 260 2,375 240
1,900 200 2,550 200 1,900 200
1,600 170 2,120 190 1,600 170
1,375 150 1,820 190 1,375 150
1,200 140 1,590 180 1,200 140
1,050 120 1,420 180 1,050 120
950 110 1,270 170 950 110
875 110 1,160 170 875 110
800 100 1,060 160 800 100
725 90 980 150 725 90
675 90 910 150 675 90

wfEAEDEEEE

1. LRROZEVHIFHEEREDOH A F7R (MIEE05~1.0DEE) AHIHEOEHTT,
2. FEEDBREYHIZMZKBETHIREZNDEHTERALSEORETY, SMMEHE S VEZXTOBERFEENZLELA,
3. NRSEDUT CTHEACE S, 5DEBR2NHITRFEREN-LEEA,
4 EEYR>TEEEA,
5. HEIMOMELT—IOMRGEEICEY ., YK THRCBUBBESHYET . ThIZKY [RESHEKRT H] [EEICELN D)
MY FHEFYICLZTERB] BEQOTREAHYETOT, [EYELFE] [RTYTMI] BEETL. YLK TERHL TSN,
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3,175 320 8,500 510 8,500 510
2,375 240 6,375 510 6,375 510
1,900 200 5,100 510 5,100 510
1,600 170 4,250 510 4,250 510
1,375 150 3,650 510 3,650 510
1,200 140 3,175 510 3,175 510
1,050 120 2,825 510 2,825 510
950 110 2,550 510 2,550 510
875 110 2,325 465 2,325 465
800 100 2,125 425 2,125 425
725 90 1,950 390 1,950 390
675 90 1,825 365 1,825 365

Attention for use

1. The above is cutting conditions in the case with guide hole drilling of the same diameter drill (guide hole drilling depth: 0.5D-1.0D).
2. Above cutting conditions is for drilling with water soluble (internal coolant). External coolant or dry drilling is not recommended.

3. Recommend drilling depth under 5D or less. Drilling depth over 5D is not recommended.

4. Endmilling is impossible.

5. In case of long chips evacuated, adjust above conditions by increasing Feed speed or using step feed for breaking chips.

20
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aDIJET GmbH (Europe) aDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Rm 1-302, No.27 Dongfeng Road, Jinjiang District, Chengdu, 610065, China

Immermannstr.9 40210 Disseldorf, Germany
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 Phone. 86-28-8511-4585 Fax. 86-28-8511-2758

aDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) aDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China

Khet Suanluang, Bangkok 10250, Thailand
Phone. 86-27-8773-8919 Fax. 86-27-8773-8959

Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260

mDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
322, ARCADIA Hiranandani Estate, Patlipada, G.B. Road,
Thane (W) 400 607, India

Shanghai 200122, China
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Phone. 91-22-4012-1231 Fax. 91-22-4024-0919

mDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd.,

aDIJET Incorporated (U.S.A.)
45807 Helm Street, Plymouth, MI 48170 U.S.A.
Phone. 1-734-454-9100 Fax. 1-734-454-9395

aDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office)
Rm.903, No.98, Zhenan East-Road, Changan Town, Dongguan City,
Guangdong Provence 523850, China
Phone. 86-769-8188-6001 Fax. 86-769-8188-6608

Bifitgs o) —a—L

YoF¥a— N 4 Hr¥a—

{28 —%y bR—LR—T

https://www.dijet.co.jp 0120-39-81-39 =560

9:00~12:00, 13:00~17:00 (£ - A - LA ZEKL)

CHEALDEE TE2RLICTEAVEE RIS

OTEZLNHIFHTHEALBNTLIES L, ORELERORITOHSTEBEALBNTLEEL,

@Y { TDRE. BEFEITLBTHICTERLLESL, X, RERFORLAN—ZFTHEACESL,

WARNING: *Grinding produces hazardous dust. *To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
" «Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

o TEMAKIE. ABRDI=HFELLKEET ST EMNHY FET ., Specification shall be changed without notice.
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