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Because of multi application, achieved process integration
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Spot facing slope Spot facing Drilling crossed hole Drilling thin plate Spot facing after chamfering part Correcting hole
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Widely applied from carbon & mold steel to stainless steel, cast iron & aluminum alloy
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Restraing entrance burr and exit burr
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Useful in situations where burr processing
is difficult, such as crossed hole

Pushing force by tool
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Excellent biting property

mTLD3D/TLDSD# (MIFE3D/5D%1 7)

TLD3D/5D type (Drilling depth 3xDc/5xDc)
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Good chip discharge performance Specializing in deep hole drilling
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21S5—=F=U) Spot facing drill
Y1 Hll 4 BE Cutting performance

YIEIRIRLEE: (¢ 10) Cutting force comparison(¢10)
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[ DIJET
B K#tE Competitor K
B A#t5 Competitor A

fmm :S50C N
Material C50
@I EXE:910(TLDM100)
Tool dia.
OUIHISRM:
Cutting conditions
n=1,910min"", Vc=60m/min,
Vf=382mm/min, f=0.2mm/rev
@\ HIF RS
Drilling depth
H=20mm(1LZ b) (Blind)

@ —3 M SEBKEE
k Coolant External (watersoluble)j

— X(ZE731H)

Radial force in X-direction

— Y (ZE7E)

Radial force in Y-direction

— Z(ASAR) Thrust

@/ HIHERE: H=3.5mm (lEZFED)
Drilling depth (Blind)
QU —S b AERKBEM

Coolant External (water soluble)
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i+ : SUS304 [ PIEIE3EH

Material Stainless steel Cutting conditions

R . SIFEMC n=2,502min"’

Machine  Vertical MC x]t‘3=525.5m//min

/57 - = mm/min
O%fﬁ 3.5 (TLDMO35-S6) 0. 02mm/rev

L E

7#EE Hole accuracy

HBARRDBEAXERNMDEIZ10umLIA

0.030
The range between maximum and minimum value is within 10um.

0.020
g 0.010
E 0-000 I I I [ [ 1
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¥ MRS ()
K -0.010 No.lof holes
L

-0.020 | —® EXIAR Max

O BRAERL min.
-0.030

#HI#:S50C EREM  IIFEMC
Material C50 Machine Vertical MC
O®IEX:¢10(TLDM100)
Tool dia.
@UIHISEM:
Cutting conditions
n=2,548min"', Vc=80m/min,
Vi=254mm/min, f=0.1mm/rev
@ FERE H=15mm(LEE D)
Drilling depth (Blind)
QU —3S U N HERKBME

Coolant External (water soluble)
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RERMICTTDIEHR(P10) Tool life test (¢10) (carbon steel C50)

IR 6007% 1,0007% e ™
No. of holes 600 holes 1,000 holes ?&ﬁ'lﬂ . ssoc Eﬁﬁ#ﬂi& I_LEZMC
MIE Material C50  Machine  Vertical MC
@I ER:¢10(TLDM100)
B/ Sl Tool dia.
Normal wear,
able to continue .{g_’]‘ﬁu%ﬁ;
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Chipping
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Competitor K
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Chipping
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Competitor A

JU) \—kUHIC T DT EEd (¢ 3) Tool life test(¢3) (mold steel P21)
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Cutting conditions

n=2,548min"',Vc=80m/min,

Vi=254mm/min, f=0.1Tmm/rev
@B IFES: H=15mm(lEFE D)

Drilling depth (Blind)
QU —5 T N AEBKEME

Coolant External (water soluble)

B A EEFE Max. flank wear
\ VB max:0.065mm

| 40HRC
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MIR# (X)) No. of holes

1,000 1,200 1,400 1,600 1,800 2,000 Achieved 2,000 holes.

Still able to continue.
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Material P21

Drilling depth

#HEI# : NAK8O (40HRC) &AM ITPMC @TE®R: ¢3(TLDMO30)

Machine

@LJHEIZA - n=3,185min',Vc=30m/min,Vf=19 1mm/min, f=0.06mm/rev

Cutting conditions

OB RS H=6MmM(LED) @T—5 N SHERKEN

(Blind)

Completely breaking chips

Vertical MC Tool dia.

Coolant

External (water soluble)
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Kt

Competitor K

E4t

Competitor E

F7§HIC§§?5I§%$(¢1 0) Tool life test (910) (mold steel P21)
TYN—F/ATERE®R!

e e s #HI# :NAK8O (39HRC)
Material P21
{EFREEM  SIFEMC
Machine  Vertical MC
=
1,000 MkiE T .%(TJ;:I(D] O(TLDM100)
405% 18 1,000 holes ’
40 holes (chipping) (still able to continue) OUJHISEM:
0.8m 20.0m Cutting conditions
n=955min-!, Vc=30m/min,
‘ ‘ Vf=96mm/min, f=0.Tmm/rev
605 18 @7\ H|FFEE: H=20mm (lEZED)
f1502holes (breakage) Drilling depth (Blind)
.2m
| | | QU —S U N HERKEMS
0 100 200 300 400 500 600 700 800 900 1,000 Coolant External (water soluble)

MIR# () No. of holes



2-1S5—=F=U) Spot facing drill

Y1 Hll 4 5E Cutting performance

AT VUVATICHTDTEFIR(P10) Tool life test (»10) (stainless steel )

AT LAMTERFM!

Longer tool life!
| N S A N

DIJET
5005% #f5E AT
100X #fi8 500 holes _
Conﬁgﬁmm 100holes (breakage) ésgll:bleto continue)
1.0m :
10 #rig
E4t
Competitor E (1)(?1h(r)T|]ES(breakage)
| |
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MIR#(X) No.of holes

#Hl# : SUS304

Material Stainless steel

fEFIREM : SIFEMC
Machine Vertical MC

@I ER:¢10(TLDM100)
Tool dia.
@IS
Cutting conditions
n=955min-!, Vc=30m/min,
Vf=78mm/min, f=0.08mm/rev
@& (FHEE: H=10mmUEFE D)
Drilling depth (Blind)
@ —3 hHERKBEE

Coolant External (water soluble)

ZF“JUX&W:*??%IQ%@(¢ 1 ) Tool life test (1) (stainless steel)

4 F—KVJbp1 TLDM @1

AT 7L AITHRFFWN!

Longer tool life!

1,0007% &5 7T

1,000 holes

(still able to continue)
| |

0 200 400

600 800 1,000

MIFE () No.of holes

#Hl#f: SUS304 )

Material Stainless steel
BRIk : SIFEMC
Machine  Vertical MC
O@ILER: 91 (TLDMO10)
Tool dia.
O HIS !
Cutting conditions
n=10,000min"", Vc=31.4m/min,
Vf=50mm/min, f=0.005mm/rev
@G (FHERE H=1mm (ILFE D)
Drilling depth (Blind)
@7 —S M SAEBKEE
\ Coolant External (water soluble) /

FYIHEDINI (¢1 0.7) Cutting performance for Titanium alloy (¢10.7)

<JU#EE> Hole accuracy

TEZEp10.7 ICHEVTRE
XIS 10um LIRERSF,

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

<EBhEOHII> Half hole drilling

FEhETEMELLS
hIw!

Achieved smooth machining even in case of drilling
half hole !

\ Coolant

%4 : Ti-6AI-4V (36HRC)
Material Titanium alloy
fERAREM  SIFEMC
Machine  Vertical MC
@IE®X:¢910.7 (TLDM107)
Tool dia.
OISR
Cutting conditions
n=900min" , Vc=30.3m/min
Vf=90mm/min , f=0.10mm/rev
<¥§|JT1E7J[]IH§[3Vf=30mm/min, f=0.033mm/rev>
In case of drilling half hole
@/\H(FHRE: H=20mm (LEZE D)
Drilling depth (Blind)
@ —3 N HERKBEE

External (water soluble)

/
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EFn LB (SUS303) Tool life comparison (SUS303)

0.12 /(
0.1 /

0.08 Tool dia.

0.06 / @UTHEIZEE Cutting conditions :

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

(eI : SUS303

Material Stainless steel
Bt | IIEMC

Machine  Vertical MC

@I E: ¢14 (5D)(TLD5DCH1400S14)

20m
ERER
(HEEaT)

Large wear

'Sclg‘nfiﬁfeﬁu Vf=102mm/min, f=0.15mm/rev

} @\ \H|FFES: H=70mm(EE D)
0.02 = C #t Competitor C Drilling depth (Blind)
DIJET HA RICRS: 7mm
0 1 1 1 Depth of guide hole drilling
0 d 10 15 20 O —S b BRI

YIHIE (m) Cutting length Coolant Internal (water soluble)
. J

0.04

YEIFEEEFESE (mm) Flank wear

( N
#HEI# 1 SUS303 {EFFEM - SIFZMC
Material Stainless steel Machine  Vertical MC
@I EfX: ¢8 (5D)(TLD5DCHO800S08) @7\dp(FiE: : H=30mm(&&)
Tool dia. Drilling depth (Thru.)
.mﬁu%{# Cutting conditions . (FWE D N O5mm17_' v 7?][]1)
n=1,1 94min",Vc=30m/min, Guide hole making, 0.5mm step feed
y Vf=155mm/min, f=0.13mm/rev
— @ LEE : 60mm @/ —S M RERKEY
= Overhung length Coolant Internal (water soluble)
HAOIS/NY Y

Burr at hole exit

ﬁ%% Result

DIJETRS 1 S—RUILERAHEENRLIRNENE <IN TERE
EHEIF,

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

SNCM#D3zZE7 UL Drilling crossed hole for Ni-Cr-Mo steel

( N
; #%#El# : SNCM420 SN | STZMC
» fompetiolt Material ~ Ni-Cr-Mo steel Machine Vertical MC
@I EfRR: ¢8 (TLD5DCHO800S08)
Tool dia.

@IS Cutting conditions ©
n=1,194min-1,Vc=30m/min,Vf=179mm/min, f=0.15mm/rev
@/ B[RS : 256mm (B&@)
Drilling depth (Thru.)
(p7.8H4 R&GHOH. TmmRAFw FHNT)
1.8 guide hole, Tmm step feed
@2 URT : 55mm @ —3S M AERXKBME
Overhung length Coolant Internal (water soluble)

@ —IJE : 115mm

Gauge length

PEESE5%D

burrs and chips

ETNIM T OHRIFINUEE (M TE45IY) . IRITEH R

75vhRUIVIGIRIFINY (FEEE) FEE. 514 5 —RUILIE
IRIIEIRIF CHRA.

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




21S5—=F=U) Spot facing drill

Line p

Q@ 94 5—RUJL TLDMF (2D A7) Tiomtype D7 IK $ s
@LimE 180" 7> vhDESOIITARIIL  Spot facing drill with point angle of 180 °(flat face) W
@EMINITRE2XDc Drilling depth 2xDc e
@RULNAI0’ Helix angle:30°
- ] — g S |
WE B ~ti (mm) Dimensions %%Fgﬂ;ﬁ% W& B 5t (mm) Dimensions %}EF%]%

Cat. No. Stock #Dc Y, L #Ds Li%;\r(i)ce Cat. No. Stock #Dc Y, L #Ds Lis(ﬂrlj\r(i)ce
TLDMO10 o 1 3 60 3 5,890 TLDMO36 (] 3.6 14 60 4 6,480
TLDMO11 [ J 1.1 3.3 60 3 5,890 TLDMO36-S6 o 3.6 14 60 6 7,130
TLDMO12 ([ J 1.2 3.6 60 3 5,890 TLDMO37 (] 3.7 14 60 4 6,480
TLDMO13 [ J 1.3 3.9 60 3 5,890 TLDMO37-S6 (] 3.7 14 60 6 7,130
TLDMO14 ([ 1.4 4.2 60 3 5,890 TLDMO38 (] 3.8 15 60 4 6,480
TLDMO15 [ ] 1.5 4.5 60 3 5,890 TLDMO038-S6 (] 3.8 15 60 6 7,130
TLDMO16 o 1.6 4.8 60 3 5,890 TLDMO39 ( ] 3.9 15 60 4 6,480
TLDMO17 [ ] 1.7 5.1 60 3 5,890 TLDMO039-S6 o 3.9 15 60 6 7,130
TLDMO18 ® 1.8 54 | 60 3 5,890 TLDMO040 ® | 4 15 60 4 6,480
TLDMO19 [ J 1.9 57 60 3 5,890 TLDMO040-S6 (] 4 15 60 6 7,130
TLDMO020 ([ 2 7 60 4 5,890 TLDMO41 (] 4.1 16 60 6 6,960
TLDMO21 [ J 2.1 7.5 60 4 5,890 TLDMO42 (] 4.2 16 60 6 6,960
TLDMO22 ([ J 2.2 8 60 4 5,890 TLDMO043 (] 4.3 17 60 6 6,960
TLDMO023 [ ] 23 8.5 60 4 5,890 TLDMO044 (] 4.4 17 60 6 6,960
TLDMO024 o 24 9 60 4 5,890 TLDMO045 (] 4.5 17 60 6 6,960
TLDMO025 [ ] 25 9.5 60 4 5,890 TLDMO046 (] 4.6 18 65 6 7,550
TLDMO26 (] 2.6 10 60 4 5,890 TLDMO47 [ ] 4.7 18 65 6 7,550
TLDMO27 [ ] 2.7 10.5 60 4 5,890 TLDMO048 (] 4.8 18 65 6 7,550
TLDMO028 ([ 2.8 11 60 4 5,890 TLDMO049 (] 4.9 19 65 6 7,550
TLDMO29 [ J 2.9 11.5 60 4 5,890 TLDMO50 (] 5 19 65 6 7,550
TLDMO30 ([ J 3 12 60 4 5,890 TLDMO51 (] 51 20 65 6 8,020
TLDMO30-S6 [ ] 3 12 60 6 6,480 TLDMO052 (] 52 20 65 6 8,020
TLDMO31 ([ 3.1 12 60 4 6,240 TLDMO53 (] 53 20 65 6 8,020
TLDMO031-S6 [ ] 3.1 12 60 6 6,870 TLDMO054 (] 5.4 21 65 6 8,020
TLDMO32 o 32 12 60 4 6,240 TLDMO55 (] 55 21 65 6 8,020
TLDMO032-S6 [ ] 3.2 12 60 6 6,870 TLDMO056 o 5.6 22 70 6 8,600
TLDMO33 o 3.3 13 60 4 6,240 TLDMO57 (] 57 22 70 6 8,600
TLDMO33-S6 [ J 3.3 13 60 6 6,870 TLDMO58 (] 5.8 22 70 6 8,600
TLDMO34 ([ 3.4 13 60 4 6,240 TLDMO59 (] 59 23 70 6 8,600
TLDMO034-S6 [ ] 3.4 13 60 6 6,870 TLDMO60 (] 6 23 70 6 8,050
TLDMO035 ([ 3.5 13 60 4 6,240 TLDMO61 (] 6.1 23 70 8 8,960
TLDMO035-S6 [ ] 3.5 13 60 6 6,870 TLDMO062 o 6.2 24 70 8 8,960

@: X—#—7EEEm Standard stock items
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Doh'g 1211 F . De=Ds Mg ‘

In case of Dc=12 and Dc=Ds

Dchig 12L1F T, Dc<DSCDf%S‘ OEREFEZE (mm)
In case of De=12 and Dc<Ds Tolerance of drill diameter

¢DS he

BEfE¢Dc s
Drill dia. Tolerance

8
| ) o+ = —]
[
[ . \ 0
1% (85 fute tengtn) #0010/ 4% 8 tute lonat) S ‘ 3T Upto3 0,010
| L

L * 3015E1£C0.0 _
HeDo<e3D ° 3%ZZ6LIF  Over3Upto6 _8 012

Doh'g 1 2&DAENMES =210L 0
62 10T Over6Upto10 |9 oy

ét 8 1082 Over 10 O 018
| )
C0.1 /'~

L% (&R flute length) ‘

8 »Dc
¥
¢DS he

P

L

TE & ~ti (mm) Dimensions *%i(%ﬂ;ﬁ% W& s ~ti& (mm) Dimensions ?.(;E%ﬂ;ﬁ*ﬁ
Cat. No. Stock #Dc Y, L #Ds “?ﬂg?ﬁe Cat. No. Stock #Dc Y, L #Ds Li%;\r(i'ce

TLDMO63 [ ] 6.3 24 70 8 8,960 TLDMO095 [ J 9.5 37 80 10 13,530
TLDMO64 o 6.4 25 70 8 8,960 TLDMO096 [ ] 9.6 37 80 10 14,190
TLDMO65 o 6.5 25 70 8 8,960 TLDMO097 [ ] 9.7 37 80 10 14,190
TLDMO66 [ ] 6.6 25 75 8 9,510 TLDMO098 [ ] 9.8 38 80 10 14,190
TLDMO67 [ ] 6.7 26 75 8 9,510 TLDMO99 [ J 9.9 38 80 10 14,190
TLDMO068 [ ] 6.8 26 75 8 9,510 TLDM100 [ ] 10 39 80 10 13,420
TLDMO069 [ ] 6.9 27 75 8 9,510 TLDM101 [ ] 101 39 85 12 15,180
TLDMO70 [ ] 7 27 75 8 9,510 TLDM102 o 10.2 39 85 12 15,180
TLDMO71 [ ] 71 27 75 8 10,070 TLDM103 [ ] 10.3 40 85 12 15,180
TLDMO72 [ ] 7.2 28 75 8 10,070 TLDM104 [ ] 10.4 40 85 12 15,180
TLDMO73 [ ] 7.3 28 75 8 10,070 TLDM105 [ ] 10.5 40 85 12 15,180
TLDMO74 [ ] 7.4 28 75 8 10,070 TLDM106 [ J 10.6 41 85 12 16,060
TLDMO75 [ ] 7.5 29 75 8 10,070 TLDM107 [ J 10.7 41 85 12 16,060
TLDMO76 [ ] 7.6 29 75 8 11,440 TLDM108 [ ] 10.8 42 85 12 16,060
TLDMO77 [ ] 7.7 30 75 8 11,440 TLDM109 [ ] 10.9 42 85 12 16,060
TLDMO78 o 7.8 30 75 8 11,440 TLDM110 o 11 42 85 12 16,500
TLDMO79 [ ] 7.9 30 75 8 11,440 TLDM111 [ ] 111 43 85 12 17,710
TLDMO080 [ J 8 31 75 8 11,440 TLDM112 [ ] 11.2 43 85 12 17,710
TLDMO81 [ ] 8.1 31 75 10 11,880 TLDM113 [ ] 11.3 44 85 12 17,710
TLDMO82 [ ] 8.2 32 75 10 11,880 TLDM114 [ J 11.4 44 85 12 17,710
TLDMO83 [ ] 8.3 32 75 10 11,880 TLDM115 [ J 11.5 44 85 12 17,710
TLDMO084 [ ] 8.4 32 75 10 11,880 TLDM116 [ ] 11.6 45 90 12 17,710
TLDMO085 [ ] 8.5 32 75 10 11,880 TLDM117 [ ] 1.7 45 90 12 17,710
TLDMO086 o 8.6 33 80 10 12,430 TLDM118 [ ] 11.8 45 90 12 17,710
TLDMO87 [ ] 8.7 33 80 10 12,430 TLDM119 [ ] 11.9 46 90 12 17,710
TLDMO088 [ ] 8.8 34 80 10 12,430 TLDM120 [ ] 12 46 90 12 17,710
TLDMO089 [ ] 8.9 34 80 10 12,430 TLDM125 [ ] 125 48 95 12 19,690
TLDMO9S0 [ ] 9 35 80 10 12,430 TLDM130 [ ] 13 50 100 12 20,900
TLDMO91 [ ] 9.1 35 80 10 13,530 TLDM135 [ J 13.5 52 100 12 22,110
TLDMO092 [ ] 9.2 35 80 10 13,530 TLDM140 [ ] 14 54 100 12 23,320
TLDMO093 [ ] 9.3 36 80 10 13,530
TLDMO094 o 9.4 36 80 10 13,530

@: X—H—1EER Standard stock items

R EMLRO . BB I —MRINEULE T,
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21S5—=F=U) Spot facing drill

Line p

QI 1 S5—RU)L TLD3D#H(3DF A ) TL3D type

QLiHA180° TS vrDESOIITARYUIL  Spot facing drill with point angle of 180 °(flat face)

/N

N

@ U—SURIYTE Through coolant hole

@A LRE3XDe Drilling depth 3xDc

@ UNAI0’ Helix angle:30°

@5 JILY—ItEk Double margin T R

WE L ~ti& (mm) Dimensions %%Fgﬂ;ﬁ% W& B 5t (mm) Dimensions E)(EF%M&
Cat. No. Stock #Dc Y, L #Ds Li%;\r(i)ce Cat. No. Stock #Dc Y, L #Ds Lis(hrlj\r(i)ce

TLD3DCHO300S03 o 3 14 60 3 7,660 TLD3DCHO0540S06 (] 5.4 25 70 6 10,430
TLD3DCHO0310S04 [ ] 3.1 14 60 4 8,110 TLD3DCHO0550S06 o 515 25 70 6 10,430
TLD3DCHO0320S04 ([ J 3.2 15 60 4 8,110 TLD3DCHO0560S06 (] 5.6 26 70 6 11,220
TLD3DCHO330S04 [ ] 3.3 15 60 4 8,110 TLD3DCHO0570S06 (] 57 26 70 6 11,220
TLD3DCHO0340S04 [ ] 3.4 16 60 4 8,110 TLD3DCHO0580S06 (] 5.8 27 70 6 11,220
TLD3DCHO0350S04 [ ] 35 16 60 4 8,110 TLD3DCHO0590S06 (] 59 27 70 6 11,220
TLD3DCHO0360S04 [ ] 3.6 17 60 4 8,430 TLD3DCHO0600S06 (] 6 27 70 6 10,450
TLD3DCHO0370S04 [ ] 3.7 17 60 4 8,430 TLD3DCHO0610S07 o 6.1 28 75 7 11,660
TLD3DCHO0380S04 ([ 3.8 18 60 4 8,430 TLD3DCHO0620S07 (] 6.2 28 75 7 11,660
TLD3DCHO0390S04 [ ] 3.9 18 60 4 8,430 TLD3DCHO0630S07 (] 6.3 29 75 7 11,660
TLD3DCHO0400S04 ([ 4 18 60 4 8,430 TLD3DCHO0640S07 (] 6.4 29 75 7 11,660
TLD3DCHO0410S05 [ J 4.1 19 65 5 9,050 TLD3DCHO0650S07 (] 6.5 30 75 7 11,660
TLD3DCH0420S05 [ ] 4.2 19 65 5 9,050 TLD3DCHO0660S07 (] 6.6 30 75 7 12,430
TLD3DCHO0430S05 [ ] 4.3 20 65 5 9,050 TLD3DCHO0670S07 (] 6.7 31 75 7 12,430
TLD3DCHO0440S05 [ ] 4.4 20 65 5 9,050 TLD3DCHO0680S07 (] 6.8 31 75 7 12,430
TLD3DCH0450S05 [ ] 4.5 21 65 5 9,050 TLD3DCHO0690S07 o 6.9 32 75 7 12,430
TLD3DCHO0460S05 o 4.6 21 65 5 9,820 TLD3DCHO700S07 (] 7 32 75 7 12,430
TLD3DCHO0470S05 [ ] 4.7 22 65 5 9,820 TLD3DCHO710S08 o 71 32 80 8 13,090
TLD3DCHO0480S05 ([ J 4.8 22 65 5 9,820 TLD3DCHO720S08 (] 7.2 33 80 8 13,090
TLD3DCHO0490S05 [ ] 4.9 23 65 5 9,820 TLD3DCHO730S08 (] 7.3 33 80 8 13,090
TLD3DCHO0500S05 [ ] 5 23 65 5 9,820 TLD3DCHO740S08 (] 7.4 34 80 8 13,090
TLD3DCHO0510S06 [ ] 5.1 23 70 6 10,430 TLD3DCHO750S08 (] 7.5 34 80 8 13,090
TLD3DCHO0520S06 [ ] 52 24 70 6 10,430 TLD3DCHO760S08 (] 7.6 35 80 8 14,850
TLD3DCHO0530S06 [ ] 5.3 24 70 6 10,430 TLD3DCHO770S08 (] 7.7 35 80 8 14,850

@ X—H—FEER Standard stock items



/ DIJET

¢Dc=¢pDsDIFE Incase of pDc=¢Ds Q@BERTEFEE(mm)

] 3 Tolerance of drill diameter
‘;’h ,L: N N I3 BE%¢Dc FFRE
‘[-7 Lov/ Drill dia. Tolerance
0.05 2GBE fute length) é ST Upto3 —8.01 0
- ‘ 3%#ZA6LIT Over3Upto6 _8.01 5
. HDC<PDSDIBE In case of GDc<Ds 6%ZZ10LLF Over6Upto 10 _8_01 5
: BN =SS + ,,,,,,,,,,,,,,, {} 1022 % Over 10 —8.018
s/ s .
C0.05 L(#R flute length) s
. 2
WE s st (mm) Dimensions é‘;—ﬁi(?-ﬂfﬂ;ﬁ% W& s ~ti& (mm) Dimensions #%”.(;Epgﬂ;ﬁil‘ﬁ
Cat. No. Stock #Dc g L #Ds Liﬁg\r{i)ce Cat. No. Stock #Dc Y, L #Ds LiTSEWE
TLD3DCHO780S08 [ ] 7.8 36 80 8 14,850 TLD3DCH1020S11 [ J 10.2 46 105 11 19,690
TLD3DCHO790S08 [ ] 7.9 36 80 8 14,850 TLD3DCH1030S11 [ J 10.3 47 105 11 19,690
TLD3DCHO800S08 [ ] 8 36 80 8 14,850 TLD3DCH1040S11 [ J 10.4 47 105 11 19,690
TLD3DCHO0810S09 [ ] 8.1 37 90 9 15,400 TLD3DCH1050S11 [ J 10.5 48 105 11 19,690
TLD3DCHO0820S09 [ ] 8.2 37 90 9 15,400 TLD3DCH1060S11 [ ] 10.6 48 105 11 20,900
TLD3DCHO0830S09 [ ] 8.3 38 90 9 15,400 TLD3DCH1070S11 [ ] 10.7 49 105 11 20,900
TLD3DCH0840S09 [ J 8.4 38 90 9 15,400 TLD3DCH1080S11 [ ] 10.8 49 105 11 20,900
TLD3DCHO0850S09 [ J 85 | 39 90 9 15,400 TLD3DCH1090S11 ® | 109 | 50 105 11 20,900
TLD3DCHO0860S09 ([ 86 | 39 90 9 16,170 TLD3DCH1100S11 ® | 11 50 105 11 21,450
TLD3DCHO0870S09 [ J 8.7 40 90 9 16,170 TLD3DCH1110S12 [ ] 11.1 50 115 12 22,110
TLD3DCHO0880S09 [ ] 8.8 40 90 9 16,170 TLD3DCH1120S12 [ ] 11.2 51 115 12 22,110
TLD3DCHO0890S09 [ ] 8.9 41 90 9 16,170 TLD3DCH1130S12 [ J 11.3 51 115 12 22,110
TLD3DCHO900S09 [ ] 9 41 90 9 16,170 TLD3DCH1140S12 [ J 11.4 52 115 12 22,110
TLD3DCH0910S10 [ ] 9.1 41 95 10 17,600 TLD3DCH1150S12 [ ] 11.5 52 115 12 22,110
TLD3DCH0920S10 [ ] 9.2 42 95 10 17,600 TLD3DCH1160S12 [ ] 11.6 53 115 12 22,110
TLD3DCHO0930S10 o 9.3 42 95 10 17,600 TLD3DCH1170S12 [ ] 11.7 53 115 12 22,110
TLD3DCH0940S10 [ ] 9.4 43 95 10 17,600 TLD3DCH1180S12 [ J 11.8 54 115 12 22,110
TLD3DCHO0950S10 [ ] 9.5 43 95 10 17,600 TLD3DCH1190S12 [ ] 11.9 54 115 12 22,110
TLD3DCHO0960S10 [ J 96 | 44 95 10 18,480 TLD3DCH1200S12 ® | 12 54 115 12 22,110
TLD3DCH0970S10 [ ] 9.7 44 95 10 18,480 TLD3DCH1250S13 [ J 12.5 57 125 13 25,630
TLD3DCHO0980S10 [ ] 9.8 45 95 10 18,480 TLD3DCH1300S13 [ ] 13 59 125 13 27,170
TLD3DCH0990S10 [ ] 9.9 45 95 10 18,480 TLD3DCH1350S14 [ ] 13.5 61 130 14 28,710
TLD3DCH1000S10 [ ] 10 45 95 10 17,490 TLD3DCH1400S14 [ ] 14 63 130 14 30,360
TLD3DCH1010S11 o 10.1 46 105 11 19,690

@ X—7—7ERER Standard stock items
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FHEEAERMITHAVEDELET L,



21S5—=F=U) Spot facing drill

Line p

Q 91 S5—RU)L TLDSDH2 (5DF A ) 105D type

QLiHA180° 7S vhDESOHIITARYUIL Spot facing drill with point angle of 180 °(flat face)

/N

N

Q- URIUTE Through coolant hole

@AM LRE5XDe Drilling depth 5xDc

@R UNAI0’ Helix angle:30°

@5 TN —I R Double margin ST tolok

| el
WE L ~ti& (mm) Dimensions %%Fgﬂ;ﬁ% WE B ~ti (mm) Dimensions %}EF%]%
Cat. No. Stock #Dc Y, L #Ds Liﬁ;\r(i)ce Cat. No. Stock #Dc Y, L #Ds Lis(hrlj\r(i)ce

TLD5DCHO0300S03 o 3 20 70 3 9,240 TLD5DCHO0540S06 (] 5.4 36 85 6 12,540
TLD5DCHO0310S04 [ ] 3.1 21 70 4 9,680 TLD5DCHO0550S06 o 515 37 85 6 12,540
TLD5DCHO0320S04 [ ] 3.2 22 70 4 9,680 TLD5DCHO0560S06 (] 5.6 38 85 6 13,420
TLD5DCHO0330S04 [ J 3.3 22 70 4 9,680 TLD5DCHO0570S06 (] 57 38 85 6 13,420
TLD5DCHO0340S04 [ J 3.4 23 70 4 9,680 TLD5DCHO0580S06 (] 5.8 39 85 6 13,420
TLD5DCHO0350S04 [ ] 35 24 70 4 9,680 TLD5DCHO0590S06 (] 519 40 85 6 13,420
TLD5DCHO0360S04 [ ] 3.6 24 70 4 10,120 TLD5DCHO0600S06 ( ] 6 40 85 6 12,540
TLD5DCHO0370S04 [ ] 3.7 25 70 4 10,120 TLD5DCHO0610S07 o 6.1 41 95 7 13,970
TLD5DCHO0380S04 ([ 3.8 26 70 4 10,120 TLD5DCHO0620S07 (] 6.2 42 95 7 13,970
TLD5DCHO0390S04 [ ] 3.9 26 70 4 10,120 TLD5DCHO0630S07 (] 6.3 42 95 7 13,970
TLD5DCHO0400S04 [ ] 4 27 70 4 10,120 TLD5DCHO0640S07 (] 6.4 43 95 7 13,970
TLD5DCHO0410S05 [ J 41 28 80 5 10,890 TLD5DCHO0650S07 (] 6.5 44 95 7 13,970
TLD5DCH0420S05 [ ] 4.2 28 80 5 10,890 TLD5DCHO0660S07 (] 6.6 44 95 7 14,960
TLD5DCHO0430S05 [ ] 4.3 29 80 5 10,890 TLD5DCHO0670S07 (] 6.7 45 95 7 14,960
TLD5DCHO0440S05 [ ] 4.4 30 80 5 10,890 TLD5DCHO0680S07 (] 6.8 46 95 7 14,960
TLD5DCH0450S05 [ ] 4.5 30 80 5 10,890 TLD5DCH0690S07 (] 6.9 46 95 7 14,960
TLD5DCHO0460S05 o 4.6 31 80 5 11,770 TLD5DCHO700S07 (] 7 a7 95 7 14,960
TLD5DCHO0470S05 [ J 4.7 32 80 5 11,770 TLD5DCHO710S08 (] 71 48 100 8 15,730
TLD5DCHO0480S05 [ ] 4.8 32 80 5 11,770 TLD5DCHO0720S08 (] 7.2 48 100 8 15,730
TLD5DCHO0490S05 [ J 4.9 33 80 5 11,770 TLD5DCHO730S08 (] 7.3 49 100 8 15,730
TLD5DCHO0500S05 [ J 5 34 80 5 11,770 TLD5DCHO740S08 (] 7.4 50 100 8 15,730
TLD5DCHO0510S06 [ ] 5.1 34 85 6 12,540 TLD5DCHO0750S08 (] 7.5 50 100 8 15,730
TLD5DCHO0520S06 [ ] 52 35 85 6 12,540 TLD5DCHO0760S08 (] 7.6 51 100 8 17,820
TLD5DCHO0530S06 [ ] 53 36 85 6 12,540 TLD5DCHO770S08 (] 7.7 52 100 8 17,820

@ X—H—FEER Standard stock items
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// DIJET

o $DC=¢DSDIFE In case of ¢Dc=Ds Q@BERTEFEE(mm)
4!!5 34;7 ———————— Tolerance of drill diameter _
S SN ) BfZ¢Dc R
' Ly o Drill dia. Tolerance
€0.05 L(EE flute length) L 8 3T Upto3 _8'01 0
3%&ZZ6LIT Over3Uptob _8.01 5
‘é $DC<¢DsDIFE In case of ¢De<eDs 6%ZZ10LLF Over6Upto 10 _8_01 5
%:* - ] 10&2% Over 10 O 18
s/ s .
C0.05 L(EE flute length) g
. S
WE s ~ti& (mm) Dimensions é‘;—ﬁi(?-ﬂfﬂ;ﬁ% W& B ~ti& (mm) Dimensions #%”.(;Epgﬂ;ﬁil‘ﬁ
Cat. No. Stock #Dc g L #Ds Liﬁg\r{i)ce Cat. No. Stock #Dc Y, L #Ds Li?\tjg\r(i'ce
TLD5DCHO0780S08 [ ] 7.8 52 100 8 17,820 TLD5DCH1020S11 [ ] 10.2 68 130 11 23,650
TLD5DCHO0790S08 [ J 7.9 53 100 8 17,820 TLD5DCH1030S11 [ ] 10.3| 69 130 11 23,650
TLD5DCHO0800S08 [ ] 8 54 100 8 17,820 TLD5DCH1040S11 [ ] 10.4 70 130 11 23,650
TLD5DCHO0810S09 [ J 8.1 54 110 9 18,480 TLD5DCH1050S11 [ J 10.5 70 130 11 23,650
TLD5DCH0820S09 [ ] 8.2 55 110 9 18,480 TLD5DCH1060S11 [ ] 10.6 71 130 11 25,080
TLD5DCHO0830S09 [ ] 8.3 56 110 9 18,480 TLD5DCH1070S11 [ ] 10.7 72 130 11 25,080
TLD5DCH0840S09 [ ] 8.4 56 110 9 18,480 TLD5DCH1080S11 [ ] 10.8 72 130 11 25,080
TLD5DCHO0850S09 [ ] 8.5 57 110 9 18,480 TLD5DCH1090S11 [ ] 109 | 73 130 11 25,080
TLD5DCHO0860S09 [ ] 8.6 58 110 9 19,360 TLD5DCH1100S11 [ ) 11 74 130 11 25,740
TLD5DCHO0870S09 [ ] 8.7 58 110 9 19,360 TLD5DCH1110S12 [ ) 111 74 145 12 26,510
TLD5DCHO0880S09 [ ] 8.8 59 110 9 19,360 TLD5DCH1120S12 [ ] 11.2 75 145 12 26,510
TLD5DCHO0890S09 [ J 8.9 60 110 9 19,360 TLD5DCH1130S12 [ ] 11.3 76 145 12 26,510
TLD5DCHO0900S09 [ ] 9 60 110 9 19,360 TLD5DCH1140S12 [ J 11.4 76 145 12 26,510
TLD5DCH0910S10 [ ] 9.1 61 120 10 21,120 TLD5DCH1150S12 [ ] 11.5 77 145 12 26,510
TLD5DCH0920S10 [ ] 9.2 62 120 10 21,120 TLD5DCH1160S12 [ ] 11.6 78 145 12 26,510
TLD5DCH0930S10 o 9.3 62 120 10 21,120 TLD5DCH1170S12 [ ] 11.7 78 145 12 26,510
TLD5DCH0940S10 [ ] 9.4 63 120 10 21,120 TLD5DCH1180S12 [ ] 11.8 79 145 12 26,510
TLD5DCH0950S10 [ J 9.5 64 120 10 21,120 TLD5DCH1190S12 [ ] 11.9| 80 145 12 26,510
TLD5DCH0960S10 [ ] 9.6 64 120 10 22,220 TLD5DCH1200S12 [ ] 12 80 145 12 26,510
TLD5DCH0970S10 [ J 9.7 65 120 10 22,220 TLD5DCH1250S13 [ J 125 | 84 155 13 30,800
TLD5DCHO0980S10 [ ] 9.8 66 120 10 22,220 TLD5DCH1300S13 [ ] 13 87 155 13 32,560
TLD5DCH0990S10 [ ] 9.9 66 120 10 22,220 TLD5DCH1350S14 [ ] 135 | 90 160 14 34,430
TLD5DCH1000S10 [ ] 10 67 120 10 21,010 TLD5DCH1400S14 [ ] 14 94 160 14 36,410
TLD5DCH1010S11 o 101 68 130 11 23,650

@ X—7—7ERER Standard stock items
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7] I%ﬁ“ Cutting data

ATV ABMDEESDHNT Spot facing for stainless steel

RITERE/IN\A AESODRAIVRIIIVER 45 —RU
WIERF VU AT CTHMBEELINLICERA.

Replacement from competitor E's HSS spot facing end mill. TLDM achieved
smooth cutting in spite of stainless steel.

ATV UVAHDIGF AL drilling for stainless steel

J—JRE:4mm
Work thickness:4mm ()

P 4.2

' g

oo |

BEfERU L TIRER MBI & RITAH BBV Uy
RIVRIICTRE-EDLIFINI. 545 —RUILIE
T— 2 400fENITH. / WUHNE < THEREE BT (R
FITD) . AN TBSRIE 170240 1 5ESD S 2H TR SRR

| 45

FICOEp4. .50 H,

Current method: Plunging and circular interpolation by competitor A's 3
flutes solid end mill. Improved method: TLDM could drill 400 works and
achieved small burr formation & good hole accuracy, and still continue
drilling. Furthermore, TLDM reduced the machining time from 15 to 2 seconds
per 1 hole.

Spot facing drill

%’% & #5 Part name T ANE—ZX Test piece
-~
*Id'g # Hl 4 Material 27 2L Z$ (SUS304) Stainless steel (1.4301)
# ® & Hardness -
&
%_o Cat. No- TLDM110(p11)
== w .
=1 Grade DZI—M(TIAINZR) TAIN coated
[E#RRE - .
Spindle speed n | n=875min"
YIHIRE - :
Cutting sp:ed Ve | Ve=30m/min
- é Fff;y Js%é%d Vf | Vi=87mm/min
T -g 5%”? f | f=0.1mm/rev
% 3 ee
g b ITHRS )
* £ IR 15mm (1kE+) Blind)
= 9527 Clamp R#F Good
27—k Coolant ZKEMELDHER (458)  Water soluble (external)
{E PR Machine FARSMC  Double column MC
2424
;“J)% % ¥R Partname TL—h Plate
~
%:f §° # Hl # Material 27 L Z$ (SUS304) Stainless steel (1.4301)
# P & Hardness -
%
% . Cat. No- TLDMO42(¢4.2)
I # oo .
=l Grade DZ3—h(TIAINR) TAIN coated
[El#RRE - .
Spindlzfa sp:ed n | n=2,300min"
YIHIERE - f
Cutting speed Ve | Ve=30m/min
- é Fé%::l) gﬁd VFf | Vi=150mm/min
I: %;é&i f | f=0.065mm/rev
% o
%2 b ITHRS =
E Drilling depth 4mm (B3& Thru.)
= 9527 Clamp R#F Good
27—k Coolant ZKGEMEDER (9458)  Water soluble (external)
{EFAHEE Machine ILFMC VerticalMC

2486



RRIMDEESDANT Spot facing for carbon steel

@INIIR uality of hole

10AFRIT

Machined 10 holes per work.

19— 10ESOIITICEWNT. ERE/\ A AELDH
IVRIIICHL. 14 S5—RUILIEINTEEZ61E0 £
BT I RE. EEEC B RIF (MEERT) .

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

AT VD RMDIZZEIG F I (TFEFEHEBN) Drilling crossed hole for stainless steel (Example of process combining)

TLDMTH R I3 1T (FRfEE)

Guide drilling on cylindrical surface with TLDM

TLDSDTXREN (B@) &I IiT

Drilling crossed hole(Thru) with TLD5D

1,000NDINITHTE. #HEEEANTIEE IRITI T VRS
IWARUIVIDINTZ 545 —RUIV] ICEERZ DT E
T HRIF/INU DI, 7B E . EIRFH DREENE L.
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.

gﬁ % ¥R Partname A4 TL—b Die plate
-~
1:!7—} §o % Hl & Material & F&$M (S55C) Carbon steel (C55)
#t 5 & Hardness —
%_ I TLDM110(p11)
S . No.
" o
B Grade DZI—M(TIAINZR) TiAIN coated
Bl#RERE — -
Spindle speed n | n=2,325min"!
cﬂﬁﬂ%ﬁ d Ve | Ve=80m/min
é Fi%:i)és%x}e’%d Vf | Vi=510mm/min
qu g iﬁéug f | f=0.22mm/rev
s eed
f g ﬁlﬁgfﬁh 7mm (¢p7 T8 with ¢7 pilot hole)
=3
= 95>7 Clamp R%F Good
27— b Coolant KB LT (448B)  Water soluble (external)
{EFHEE Machine ILFMC VerticalMic
2465
{ERATE Tool
TLDMO31 TLD5DCHO0310S04
% ~ # #5 Partname IR SRS Parts for medical devices
TS
=
E # Hll A Material SUS304
B _ .
Spindle p:ed Z n=3,080min-!
Cﬂiﬁgiifge d Ve Ve=30m/min
Fi%:i)i‘%g%d VFf Vf=310mm/min
(2) A
" S 1%‘;{9? f f=0.1mm/rev
IES
ILs N RS
% g Drilling depth 3mm 14mm
§ %T{ﬁ;ﬁ%ﬁf 1EWTR Blind B8 Thru,
95>7 Clamp R4F Good
KB (41E8) KB (PIER)

2—2>b Coolant

Water soluble (external) Water soluble (internal)

{E KR Machine

AL FMC VerticalVic

4435

14
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Spot facing drill

%ﬁtﬂ ﬁU%ﬁ: Recommended cutting conditions

QI 1S5—RU)L TLDM#A (2DI A ) TLOM type

H# #EEF$E (SS400) & 180HBLIT %3&$A (S50C) FES250HBLLT 444 (SCM440) #&280~350HB
Work materials Steel for structure Below 180HB Carbon steel (C50) Below 250HB Alloy steel (1.7223) 280~350HB
IHIERE
Cutting speed 50-100 50-100 30-70
Ve (m/min)
Jfg)f 0.01-0.05(¢1-¢ 2) 0.01-0.05(¢1-¢ 2) 0.01-0.04(¢1-¢ 2)
£ (e 0.06-0.24(¢p3-¢14) 0.06-0.24(¢p3-¢14) 0.06-0.24(¢3-¢14)
FUIVER [EEREE TEV)RE [EEREE TEV)RE [EEREE TRV R
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
3 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
11 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
H# T1)N—R4H (NAK8O) #E&38~43HRC JEANEH (SKD61) BE50HRCLLITF Fa &% (Ti-6AI-4V) EE30~42HRC
Work materials Mold Steel(P21) 38~43HRC Hardened diesteel (1.2344) Below 50HRC Titanium alloy 30~42HRC
Cﬂﬁgiﬁfi ) 20-40(¢1-¢ 2) 1530 20-40(¢1-¢ 2)
Ve (yiin) 20-50(¢3-¢14) 20-50(¢3-¢14)
’féf 0.005-0.03(¢1-¢ 2) 0.005-0.03(¢1-¢ 2) 0.005-0.03(¢1-¢ 2)
f (mm/rev) 0.06 -0.20(¢3-¢14) 0.03 -0.12(¢3-¢14) 0.06 -0.20(¢3-¢14)
FUIVER Bk TEV)RE [EEREE IRV R Bk IEV)RE
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 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
<) 1,050 120 700 50 1,050 120
10 950 110 625 50 950 110
11 875 110 575 50 875 110
12 800 100 525 40 800 100
13 725 90 500 40 725 90
14 675 90 450 40 675 90
WEREDTEEIE
1. LRROEEGEIZAEFIEEM I COEEERLTOET,

ERTEN TOHZE I ABRIA BED 30° K TIEEEEE40~80%= T TS,

o ABRIAE N 30°LLE TIEEERE £20~50%IC T TS,

2. FECOREEI A KA HIREERL B E ORETT . BRADIBEE. T77A—ICTHKTRERIBEIT > TZEL,

3. FRE2DLI T CERK#ZEW 2DEBA SN HIFEHE N LEE A,
4. HENIETEE B A,
5.MEEEIMIDHEIE. 0.5mmD Ty TINTEFT> TSN,

G ARBIMDMEEXR T FIREECLN) NN TRV BIHEN BIET, [REBEP AT B [EEICIEN DK THKTEENICLS
TERBIDOFREMN BUET DT, [ENE 2] [RTyTIN T HEETVADIKTERRIL TZEW,




Attention for use

/ DIJET

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 11 1,375 150 3,650 510
475 10 1,200 140 3,175 510
425 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

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

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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Spot facing drill

REY] ﬁU%ﬁ: Recommended cutting conditions

Q@ 91 5—RUJL TLD3DH2(3DF A ) 113D type

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

WERALDEEEE

1. OGN FIEEMN T CORMEGERLTVET,
ENEIN TOH AL AR E D B0° K TR REE40~80%I T TV,
- BRI N 30°LLE Tl R EE20~50%IC T TS, 72U, BERRE IR T A LV TEEL,

2. FEEOREYIRISEAIKEMEYIHIRERE A CREALSEEDERMGTY,
SEBRRIADIZE AT Y TINTEITV YW TERHL T80 e TOER IRV 2L E R Ao
3. NREBDLL T TfERAL 28, BD%HBAB R BIHIEDAD 21— RV EERL 2,
4. ) IFTEER A,
5. #HIH OEBERT - IR EEICL) AT RBUBBED HIET ZAUCI) [REBDHEAT 2] [BEICEH <]
[ THEENCE BT EHIRI HLEDT RN BUET DT, [ENE LT 2 X7y TILI B EETVGINKTERRTL TSV,
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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

16,980

12,730 1,273

10,190 1,019
8,490 849
7,280 728
6,370 637
5,660 566
5,090 509
4,630 463
4,240 424
3,920 392
3,640 364

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:
Forinclined 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.
3. Recommend drilling depth under 3D or less. In case of drilling depth over 3D, recommend to use TLD5D type.
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.
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I1T>5—FUV Spot facing drill

1RZEL]H %ﬁ: Recommended cutting conditions

Q@ 91 5—RUJL TLDS5DHZ(5DF A ) 105D type

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

BERALOFEEE
1. LEEOBREHISEAFERR DA IRR (I TES0.5~1.0DIEE) ' HBHEDEETT,
2. EEEOBRAELIRISE KB MYIE R E AR CREAL BB E DR T S BB LURX TOFERIRHEVLEL A,
3. NREEDLI T CIERL 7280, 5DERBA SN HIHIHEE N LEL A,
4. HHRDIFTEE Ao
5. #HIM DB RT— I REEICL) KT RBEVBHBED BIET 2K [REDP KT 2] [B2@ICE» <]
B TREENCLBZTEWIBI HLEDR RN BUET DT, [ENE LT3 X7y T EETV I TERRIL TZEL,
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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

16,980

12,730 1,273

10,190 1,019
8,490 849
7,280 728
6,370 637
5,660 566
5,090 509
4,630 463
4,240 424
3,920 392
3,640 364

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.
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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.
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