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drills without coolant-holes can drill deep holes.
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Newly developed
flat' flute (Pat: P.)

FTAFED.

= YJLEWXLT,
(PATP) P
Newly:developed
thinning (Pat. P)

V- DO

TDXL features four newly developed technologies

including three patents pending! NeWIy eveloped

compound flute lead
construction
(Pat. P.)

g‘mﬁeﬁ\ $iaicik (PAT.P.) [E& Db £ FHEH ZBIR [Caf= |

New flute shape (Pat. P.) dramatically improves chip evacuation!

————
-;gﬁgllﬁ Flute Form
BRI TRAL—RAN—T D1 K& RAFEDIEE (PATP)
Highly rigid, wide flutes with smooth curves Newly developed flat flute (Pat. P.)

- SSOC tﬂﬁUH§0)t]J D < Tﬁ;qﬁ Chip shape when drilling S50C
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Long, curly chips

fh < 3R
Short, broken
pieces
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HSS EXTRA-LONG DRILL

HESRDY Y= (PAT.P.) TAS5 X NER®D
MR ()

The newly developed thinning (Pat. P.) exhibited half the thrust resistance
(in-house comparison)!
—
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Thrust Resistance
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Thining Form
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1,750 —‘—157\ b Thrust 1,750 —‘—7\52 k Thrust
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¥ﬁ§!9‘/: /7 TDXL Competitor

Sharp and low-thrust new thinning form 30D (4F5%5)

(Special order)

it mIFBRNESREET26DTT A
The competitor's product with a shorter

flute was tested at a depth of 25xD

MAFEESEY — FMEE (PAT.P.)

Newly developed compound flute lead construction (Pat. P.)
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Stable drilling power (spindle amperage)
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The newly conceived flute design widens in the middle, ;? EERIRRERERRRRRR R RERRIRRRRIRRERIRRERIERRRNRRENRERDINE
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significantly improving chip evacuation. . fthdtdn  Competitr 283mA + — 8
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+10s  +16s  +20s +25s +30s +35s +40s +45s +50s +55s  +60s
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New coating improves durability! ‘ $hEFEDI FUJVE
WXLO—F42T]&
EAEA!

The newly developed

WXL Coating makes
drills sparkle!
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Compared to the competitor's product, our drill was capable of drilling an overwhelming number of holes.

fERI8 TDXL 1.6X20D

Tool

il S50C (DIN CK50 AISI 1050) fitRA

ork Material
Ci 1$EA No.1 ’ !
ompetitor A No.
YIELRE : .
Drilling Speed 20m/min (3,980min") fthit @A
288 | 1

B4mm/min (0.016mm/rev) Competiog ANG.2
(T—JimEHNS8mmET) TDXL
(Up to 8mm from beginning of hole. ) 125@ 118

- /AT v Non-step No.1

Feed

ee 92mm/min (0.023mm/rev) 130

(8BmmLUFE)
(After 8mm)
JUATvT Non-step

TJURS 32mm (20D 1Eb)

Depth of Holes (Blind)

SIEH ARSI HE]

Coolant Water Soluble

EFRRERL RVE ATy o b V)

Machine Vertical Machining Center

ﬁ‘{ FR F U"I Drill for pilot hole

BBE. EX-GDS ¢ 1.65
TURE 4.8mm

Depth of Holes

HftiitRE ERUTOERNSEINIHROEVDRS NI, YHIRIZE0mMER !

Compared to the competitor's product, our drill was capable of drilling an overwhelming number of holes. Drilling length exceeded 60 meters!

fERI8 TDXL 6x20D
Tool
L S50C (DIN CK50 AISI 1050) HHRA =
ork Material
1456 52 27y 7@ St

{ Competitor A No.1 FvJ& Steps
Al 24m/min (1,273min") = —
Drilling Speed m ' ﬂﬂ?j:unB i — = 2Dstep

260
A 5D step
EDRE . Competltor B No.1 ||
e 152mm/min (0.12mm/rev) o= ~ 10D step
310

TURE 120mm (20D 1ED) Comp%t,szNoa Non step
Depth of Holes (Blind) JrTY=—Te —

o1 N . 26
e AR 125
Coola,nt Wa'?er Soluble Competitor C No.1

fti#tm@D
(SRR ETi A a2 R eV 148 30
Machine Horizontal Machining Center Competitor D No.1
TDXL
U > > 483
1]{ hﬂ huul Drill for pilot hole 1,\2|§1E

fEETE
Tol EX-GDS ¢ 6.1 510
TURS 15 FE—RU)LZE26EICA Ty JE%2D. 5D, 10DEBLTVE
Depth of Holes mm 7OLEIE /) ATy TINTE UTe.

Using the same drill, the steps were increased to 2xD, 5xD, and 10xD every 26 holes, and
non-step drilling after 79 holes.
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Mfthtton & EENTHAIESELILE! #8552 - ADiT - 47m!

Our drill exhibited durability of more than 3 times the competitor's product! Horizontal machining, external coolant, 47 meters drilling length!

fERATE

T TDXL 620D
ool
HRHEIFE .
o il SCM420H (Simillar DIN 15CrMo5)
YIHLRE : -
Driling Speed 24m/min (1,273min")
190mm/min (0.15mm/rev) (11273& T)
(Upto 112 holes)
EDEE J VAT YT Nonstep
Feed 229mm/min (0.18mm/rev) (TR FT)
(Until tool life)
J VAT v Non-Step
TURE 120mm (20D &b)
Depth of Holes (Through)
SIEH KBTI HE]
Coolant Water Soluble
fEFAE R Ww~xy=—voitersy
Machine Horizontal Machining Center

7J“4 F/r.t F U'll Drill for pilot hole

BBE. EX-GDS 6.1
TURE 15mm

Depth of Holes

fthttm A " mne
Competitor A €4
fth#t @ B ERTT
Competitor B v
TDXL 392

.gﬁqfﬁﬁ Wear Conditions

TDXL 3927WNTEF | fiittfa A 1127VNTE | fitt&m B 112 7VINIE

TDXL After Drilling 392 Holes Competitor A After Drilling 112 Holes | Competitor B After Drilling 112 Holes

EBHERTHUNEKHIRLID LTSN, 49NN T B EEILATEE,

Even the reground product was sharp, producing short, broken chips. It was capable of drilling continuously even after drilling 49 holes.

fEETE TDXL 6X20D

Tool (FBHREEM@) (Reground)

HRHEIE DACS55 (Die Steel for Die Casting)

Work Material (&4

YIHLEE : -

Drillng Speed 20m/min (1,06 Tmin™')

EDRE 64mm/min (0.06mm/rev) /Y AF w7
Feed Non-step
TURE

Depth of Holes 110mm (18D)

SIEHE AGEIETHHE]

Coolant Water Soluble

fEFARE YR =ZVItwUE

Machine Vertical Machining Center

71“4 F/r.t F U"I Drill for pilot hole

EATE

Tool

VPH-GDS ¢86.1

TURE
Depth of Holes

12mm

L)

Continue

B TDXL 6X20DDt)b <L

Chips of TDXL 6x20D

D < oSN <F

Short, broken pieces



15D5A(J

AR ER

eration Type Dimensions

X D;;yﬁ‘ L
X thinning
(Dc<3)
o H N M
Tool Material HSS-Co jh
A
OXELIE WXLI— k P J
Surface Treatment WXL Coating Ryv=vs
R thinning
(Dcz3)

.15D9’fj For 15D operation Bi] :mm  Unit:mm
Y—JL No. 5N & BR | 2R VR TEE | REEMS w—J)UNo. & BR | 2R Wk TEE | REEMS
EDP No. Dc 2 L Ds Stock (Yen) EDP No. Dc 2 L Ds Stock (Yen)
8623016 1.6 Xx15D| 30| 70| 16| B 2,140 8623035 35Xx15D| 64|115) 35| B 2,920
8623018| 1.8%x15D | 34| 75| 1.8| B 2,140 8623036 36 X15D| 66|115| 3.6| B 3,080
8623020 2 Xx15D| 36| 80| 2 B | 2010 8623037| 3.7 X16D| 68|120| 3.7| B | 3,080
8623021 2.1 X156D| 38| 80| 2.1| B | 2,380 8623038| 38 x16D| 70120 38| B | 3,470
8623022 22 X15D| 40| 80| 22| B 2,380 8623039| 39x15D |, 70/120) 39| B 3,470
8623023| 23 X15D| 42| 85| 23| B 2,380 8623040 4 X15D| 72|120| 4 B 3,270
8623024 24 X15D| 44| 85| 24 | B 2,380 8623041| 4.1 X15D| 74|135| 4.1 | B 3,470
8623025 25 X15D| 46| 85| 25| B 2,250 8623042 42 X15D| 76|135| 42| B 3,470
8623026| 26 X15D| 48100 26| B | 2,380 8623043 4.3 X156D| 78(140| 43| B | 3,900
8623027| 2.7 X15D| 50100 27| B | 2,720 8623044 | 44 x15D| 80(140| 44| B | 3,900
8623028 28 X15D| 50|100| 28| B 2,720 8623045 45 %X15D| 82140 45| B 3,720
8623029 29 X15D | 54 |105| 29| B 2,720 8623046 46 X15D| 84|145| 46| B 3,900
8623030 3 X15D| 54|105| 3 B | 2,590 8623047 4.7 X156D| 86|145| 47| B | 4,430
8623031| 3.1 X15D| 56|110| 3.1 | B 3,080 8623048 48 xX16D| 86|145| 48| B | 4,430
8623032 32%Xx15D| 58|110| 32| B 3,080 8623049 49 X15D| 88|150| 49| B | 4,540
8623033| 3.3 X15D| 60|110| 3.3 | B 3,080 8623050 5 X15D| 90|150| 5 B | 4,180
8623034 34 xXx15D| 62|115| 34| B 3,560 8623051| 5.1 X16D| 92|150| 5.1 | B | 4,430

B =1R#EEER

B = Standard stock item.



15DYALD ﬁ;ﬁj’ﬁfﬁ — 15D Operation Type Dimensions

B :mm  Unit:mm

¥—JUNo. 915 (=3 BR | 2R 91’571% T2 | 1R Y—JUNo. 5’1~D (£ BR | 2R 91’371% e | RS

EDP No. 2 L Stock (Yen) EDP No Stock (Yen)

8623052 52 X16D| 94|155| 52| B | 4430 8623080 8 X 15D |144|215| 8 B | 8,960

8623053 5.3 X15D | 96|155| 5.3| B | 4,430 8623081| 8.1 X15D |146|215| 8.1 | B |11,400

8623054 54 X15D | 98|155| 64| B | 5,940 8623082 8.2 X15D | 148|220| 82| B | 11,400

8623055 55 X 15D |100|155| 55| B | 4,760 8623085| 8.5 x15D |154|225| 85| B | 10,200

8623056, 5.6 X15D |102|160| 56| B | 6,340 8623086| 8.6 X15D | 156 |225| 86| B | 17,900

8623057 5.7 X15D |104|165| 5.7| B | 6,340 8623088| 8.8 x15D | 160|230| 88| B |17,900

8623058 5.8 X 15D |106|165| 58| B | 6,340 8623090| 9 X 15D 162|230| 9 B | 11,600

8623060, 6 X 15D 108|170| 6 B | 5,380 8623093| 9.3 X15D |168|240| 9.3 | B | 16,500

8623062 6.2Xx15D |112|170| 6.2| B | 7,330 8623095, 9.5 X 158D |172|240| 9.5| B | 13,100

8623063 6.3X15D |114|175| 6.3| B | 8910 8623097 9.7 X186D |176|245| 9.7 | B 20,800

8623065 6.5xX15D 118|200 6.5| B | 6,200 8623098 9.8 X 15D |178|245| 9.8 | B | 18,100

8623066| 6.6 X15D | 120|200| 6.6 | B | 7,330 8623100|10 X 15D | 180|250|10 B | 14,700

8623068| 6.8 X15D |124|200| 68| B | 7,330 8623105|10.5 X 15D | 190|270|10.5| B | 16,700

8623069 6.9 X15D |126|200| 69| B | 7,330 862311011 X 15D |200|280(11 B 19,000

8623070, 7 X 16D |126|200| 7 B | 6,980 8623115|/11.5 X 15D [208|290(11.5| B 21,300

8623071 7.1 X16D |128|200| 7.1 | B | 11,400 8623118|11.8 X15D |214|295|11.8| B |29,400

8623075 7.5 X15D |136|205| 75| B | 7,890 8623120(12 X 15D 216|300 |12 B 22,500

B ={Z# 7 M B = Standard stock item.



20D9‘fj ﬁ?ﬁﬂiﬁﬁ R oeration Type Dimensions

120°

#Ds

XyvZod L
X thinning
(Dc<3)
ot H NA 2 m
Tool Material HSS-Co /|
1
ORELE WXLI— k J
Surface Treatment WXL Coating RYY—
R thinning
(Dcz3)
.20094 7 For 20D operation BfiT :mm  Unit:mm

Y—JUNo. 9+D # BR | 2R *‘ngﬁi% T2 | 1R ¥—JUNo. 915 % BR | 2R 91137&‘ T2 AR

EDP No. 2 L Stock (Yen) EDP No. 2 L Stock (Yen)

8623216 1.6 X20D| 38| 85| 1.6| B | 2560 8623230 3 X20D| 70|120| 3 B | 3,160

8623218 1.8 X20D| 42| 85| 1.8| B | 2,560 8623231| 3.1 X20D| 72|125| 3.1 | B | 3,750

8623220 2 X20D| 46| 85| 2 B | 2430 8623232 32Xx20D| 74|125| 32| B | 3,750

8623221 2.1 X20D| 50| 90| 2.1 | B | 2,950 8623233 3.3 Xx20D| 76|125| 3.3| B | 3,750

8623222 22 X20D| 52| 90| 22| B | 2,950 8623234 34 xXx20D| 80|130| 34| B | 4,340

8623223 2.3 X20D| 54| 95| 23| B | 2,950 8623235| 35 X20D| 82|130| 35| B | 3,560

8623224 24 X20D| 56| 95| 24| B | 2,950 8623237 3.7 Xx20D| 86|135| 3.7| B | 3,770

8623225 25 X20D| 58|100| 25| B | 2,790 8623238 3.8 X20D| 88|140| 38| B | 4,280

8623226 2.6 X20D| 60|110| 26| B | 2,950 8623240 4 X20D| 92140 4 B | 4,070

8623227 2.7 X20D| 64|115| 27| B | 3,360 8623241 4.1 X20D| 96|155| 4.1 | B | 5,140

8623228 2.8 X20D| 66|115| 28| B | 3,360 8623242 42 Xx20D| 98|155| 42| B | 4,280

8623229 29 X20D| 68|120| 29| B | 3,360 8623243 4.3 X20D|100|160| 4.3 | B | 4,840

B =1Z#7E & B = Standard stock item.



20D9'f 7 ﬂ?ﬁj’iﬁﬁ N oeration Type Dimensions

B :mm  Unit:mm

¥—JUNo. 5’15 [ BR | 2R ’ng%% T2 | 1R Y—JUNo. 915 (£ BR | 2R yvgﬁ?é 2R | AR

EDP No. 2 L Stock (Yen) EDP No. 2 L Stock (Yen)

8623245 45X20D|104|165| 45| B | 4,630 8623268 6.8 X20D |158|225| 6.8| B | 9,370

8623246 4.6 X20D |106|165| 46| B | 5,560 8623269 6.9 X20D |160(230| 6.9 | B | 9,370

8623248 4.8 xXx20D 112|170 48| B | 5,560 8623270, 7 X20D|162|230| 7 B | 8930

8623250 5 X20D|116|175| 5 B | 5,270 8623275 7.5X20D|174|245| 75| B | 10,200

8623251 5.1 X20D|118|180| 5.1 | B | 5,610 8623280 8 X20D|184|255| 8 B |11,600

8623252 5.2 X20D|120|180| 52| B | 5610 8623281| 8.1 X20D |188|255| 8.1 | B | 14,400

8623255 55 Xx20D|128|185| 65| B | 5,940 8623282 8.2X20D|190|260| 8.2 | B | 14,400

8623257 5.7 X20D|132|190| 5.7| B | 7,870 8623285 85 X20D|196|265| 85| B | 13,300

8623258 5.8 X20D|134|200| 58| B | 7,870 8623290 9 X20D|208|275| 9 B | 14,900

8623260, 6 X20D|138|200| 6 B | 6,800 862330010 X 20D |230|300|10 B | 19,300

8623263| 6.3 X20D | 146|200 6.3| B |11,400 8623310|11 X 20D |254 35011 B 25,100

8623265 6.5 X20D | 150|225 6.5| B | 7,860 8623320|12 X 20D |276|350 |12 B /31,600

B =1Z#7E& B = Standard stock item.



TDXL 15D, 20D%1 JFYJHIREFEER
TDXL 15D, 20D

pe Recommended Drilling Conditions

WM E o a2 TE#f -3 AMHGERE)
o CARBON STEELS ALLOY STEELS TOOL STEELS- DIE STEELS(unquenched)
VIATERIAL S50C. S35C SCM.SCr.SNCM SKD. SK. DH31. DAC
500 ~710N/mm? 710 ~900N/mm? 710 ~900N/mm?
EIELERE ~ i - ; ~ i
DRILLING SPEED 20 ~24 m/min 18 ~22m/min 12 ~16m/min
Nz EEmERE EbE EEmERE EbE EEmERE EbE
DRILL DIA. SPEED FEED RATE SPEED FEED RATE SPEED FEED RATE
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
1.6 4,000 0.016 ~ 0.03 4,000 0.016 ~ 0.03 2,700 0.016 ~ 0.03
2 3,200 0.02 ~ 0.05 3,200 0.02 ~ 0.04 2,200 0.02 ~ 0.04
3 2,200 0.03 ~ 0.08 2,200 0.03 ~ 0.08 1,500 0.03 ~ 0.07
4 1,600 0.04 ~ 01 1,600 0.04 ~ 01 1,150 0.04 ~ 0.09
5 1,300 0.05 ~ 0.13 1,300 0.05 ~ 0.13 900 0.05 ~ 0.12
6 1,100 0.06 ~ 0.15 1,100 0.06 ~ 0.15 750 0.06 ~ 0.14
8 800 0.08 ~ 0.2 800 0.08 ~ 0.2 550 0.08 ~ 0.18
10 650 0.1 ~ 0.25 650 0.1 ~ 0.25 450 0.1 ~ 0.23
12 550 0.12 ~ 0.3 550 0.12 ~ 0.3 380 0.12 ~ 0.28
. FO 51 )iEEk ek
?&Egﬁg DUGTILE CAST IRON CAST IRON
MIATERAL FCD400. FCD500 FC200. FC300
~500N/mm? ~300N/mm?
YIBIRRE - : _ -
DRILLING SPEED 16 ~20m/min 18 ~24m/min
NnE EERRE EbE ElEnRE EbE
DRILL DIA. SPEED FEED RATE SPEED FEED RATE
(mm) (min) (mm/rev) (min") (mm/rev)
1.6 3,600 0.01 ~ 0.03 4,150 0.03 ~ 0.05
2 2,850 0.01 ~ 0.04 3,350 0.04 ~ 0.06
3 1,900 0.02 ~ 0.08 2,250 0.06 ~ 0.1
4 1,450 0.02 ~ 0.1 1,650 0.08 ~ 0.13
5 1,150 0.03 ~ 0.13 1,350 0.1 ~ 0.16
6 955 0.04 ~ 0.15 1,100 0.12 ~ 0.19
8 715 0.05 ~ 0.2 835 0.16 ~ 0.26
10 575 0.06 ~ 0.25 670 02 ~ 032
12 475 0.07 ~ 0.3 555 0.24 ~ 0.38

1. COYHIEHAREERE. KAMYERHEFEHITIBEDHNDTT, 1. The indicated speeds and feeds are for drilling with water-soluble oil.
RKBHEEFZ BEVOBZE L. CIEERE (BEXRE) %20 ~30% When using non-water soluble oil, set the drilling speed, reduce the drilling
THTHEFEOTEL, speed by 20-30% .

2. KB EME L FIREFRI10 ~30EDHDETHEHT I, 2. The most suitable cutting fluid is water-soluble oil (10-30 times dilution).

3. YIBHRFI DL T FICDOWTIE. PIODTEIERFIO P T ED RS M % 3. Refer to the "Page10, Coolant Application Key Points" for instructions
BHBTEL, on how to apply the coolant.

4. /ATy T TR TOEEI #LWGE, ATy TINIEEALT 4.1f chips evacuation is difficult while non-step drilling, we recommend to
Ty add steps.

5. BT, /AWK DL 70, GIERFIOREL» +9TEVEG 5. 1f the number of nozzles on a horizontal machine center is too few or the
A ATy TEYEBERALTTEVL, ZOHE. AROOTETERT X discharge flow rate is insufficient, perform step-feed drilling. In this case,
TvT 74— NEHBLET, we recommend a step-feed method in which the drill is retracted to the

6. MILICHF=>TIEHARNRIMI., HLLIEEZY L TMIEIT>TFELY, entrance of the hole.

MHIFRIMITAIZEETDXLOER LY 0.05mm ~0.1mm K4 6. Pilot or centering is necessary.

BETRUIBEEBRV TSV, TLRRSHPRVE, HARFRERS

HIPBEWELET,

@2V JMIATIRIZLDS%#%BE130° Y —XTMIEh3E
EHRLET,

1) For a pilot hole, select 0.05mm to 0.1mm larger size drill than TDXL. For

deep hole, we recommend drilling a deeper pilot hole, 3 to 5D in depth.

angle.

SNRELEMIZITo>TWELELEDICIIPI0EERETELY,

In order to have a more stable process please check page 10.

2) When centering it is recommended leading drill has a 130 degree point




BEIERFIDODF B DRA >/ s Coolant Application Key Points

£/~ Vertical Machine

}
S
5
X

RFRBMHETOIRADbO
Hole entrance at
deepest area

TURE DHRREER
TORAbO

Hole entrance at hole
depth midway point
RUJLAbOfHE
Drill entrance area

Deepest area

TURE DFRRSER
Hole depth
midway point
RUJLA Db OfTE
Drill entrance area

IEHREY / VAN EWNEE.
RUIEES LS5ICTD

Allow the coolant to move along
the drill if the discharge flow rate
is low or the number of nozzles is
too few

#¥#A2< <>/ Horizontal Machine

O

JRADO JURED BFEHE
fHE HhRgE8  Deepest area
Hole Hole depth

entrance midway point

area

J ZWAEHHDEVNES. PIEEHE
BEMHEZEFT. RULISAES
KS(CHHEL. BICTNADORCED
5&5ICTD

If there are too few coolant
nozzles is small, increase the
amount of coolant and its
discharge pressure and allow
the coolant to move along the
drill so that it is applied
constantly to the entrance.

BASAY—RUJLDHERINI A5 Recommended operation for using TDXL

@A RRMIAIRICT/ISeOYhR—IVIIT

Make a pilot hole.

@i RIUIITAIEE. TDXLOERKLDO.05mm~0.1mmAEE
HBETRUILBEZESRUTEV TIVREHRVE, 4 RARNZR
LBIIDEEHELE T,

For a pilot hole, select 0.05mm to 0.1mm larger size drill than TDXL.
For deep hole, we recommend to drill deeper pilot hole.

QIFDEWTII Y BIBE T, NHBBELET—IDIES. RUIL
MIRICRELIDLSFZEIHFIH. RUILDRIE., FiEZ5|E
EECITOREMENH DD, LDS130° [CKDEYFIUYIMIE
KELTTFEWV, COFSE. TDXLOZEDERFADONS3DET

RUINEBRDTI%DEDEELL. ZDE. RERDEERNTEDE
ZEIFTFEW,

XIelEL. COHBE. NOBEEEDELFEDET,

For a vertical machining center. When drilling many holes in a small area with vertical
machining center. We recommend only centering by 130 degree point angle LDS to
avoid chips building up in pilot holes, which can cause drill chipping or breakage.
When drilling the pilot hole it is recommended to make the hole 3xD in depth, at a
feed rate equal to (Drill ¢x 0.01) per revolution. Straightness will be less accurate than
a comparable operation in a horizontal machining center.

@71 RFUITAIEICIETRA 120’ KOKXEFTRAEDRY )L ZH#EE
LET,

We recommended to use point angle from 120 degree and over.

TDXLOERE(D)
D+0.05~0.1mm

SR—_—

3D~5D

120°kbxEL

@TDXLZ{EEETREA

Insert the TDXL into a pilot hole with low revolution.

7 D
e

GUIEERIOHBER T~

Start supplying the coolant.

X

JUADO  JURED RFEEHE
fHE FRRgER Deepest area
Hole Hole depth

entrance  midway point

area

J ZIVEHEDBIEWNES. 7ROADO
[CYIEGERID DD B K SICLTH. &
RTIHSBHNTLEOTLD

If there are too few coolant
nozzles is small, the coolant
that is applied to the hole
entrance will stray from the
hole along the way

@FFEDEGEEIC EIFIMTIZZX Y=k, TeIEULIMT
BRI DEDEZE1%DEL. RFEETH3~5DIC

ELESEDZ LTS,

Increase the revolution to the designated speed and start drilling.
At the start of drilling, set the feed rate to 1% of the drill diameter and

increase the feed rate when the depth

reaches between 3xD and 5xD.

1~2%DNT4—R7y !
Increase feed rate to between 1 and 2%

3~5DI&1%D
Set it to 1%D between 3xD and 5xD

®mI&. RUILERDSHELFICIE

REDSRUILERHUTE

ElEGREZ T THRULTT L,
After drilling, move the drill away from the bottom of the hole;
then reduce its speed while pulling it out of the hole.
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A\ z2lcBBON R I

O L REEATARIE KIRT BRI BEDT 1
FTHN—REAS 2 REMFEHEALTTEN

QN ARREFTEOEHNTTEN,

O T URF TEhEEVTTA,

@ T EDGINMH BLES15EAERIEL TN,

&Safe use of cutting tools

@Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear
shoes during operation. any strange cutting sounds.

@Do not touch cutting edges with bare hands.  @Do not modify tools.

@Do not touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check
will be hot after cutting. dimensions to ensure proper selection.

@Stop cutting when the tool becomes dull.

OREEH RERIHRELLS BHIEMEFRIELT
TEW,

@I RICHFEMARVTTE,

@I THICTEDOTERBET T,

QEREIIOVTIE, BICHIR -HRET>THUETOT, FELLAFHZAT
BRAKZERTH2EEPHIVET,

0 7-x7-/)

T442-8543 BHR LM A% 7 F3-22
T143-0025 R REFABHXFHFIA3-25-4
T4650058 ZEHEM B RX EM1-9
T550-0013 X BR 7 76 X #7 B 2 -

ES #
REBE %A
hERE AR
FERE AR
E/ME(0144)31-6080
il £%(022)390-9701
HESOHOZ (018)896-1421
B 1L73(024)991-7485
# 828(025)286-9503
+  @7(0268)28-7381
B/ #8(0266)58-0152
Ml E8(0270)40-5855
FHEB(028)651-2720

NEFB(042)645-5406
)il O7(048)294-3951
F FEB(04)7164-4811
ﬁgSOHm(0294J24-4565
2(03)5709-4501
xa(me 296-1380
7(054)283-6651
7(053)461-1121
Hlﬂ([)533)92-1 501

o 3 9 o8
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@ Tool specifications subject to change without notice

0OSG CORPORATION

3-22 Honnogahara, Toyokawa, Aichi 442-8543 Japan
Tel. +81-533-82-1118 Fax. +81-533-82-1136
E-mail:cs-info@osg.co.jp

&(0533)82-1111 FAX(0533)82-1131
&(03)5709-4501 FAX(03)5709-4515
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% #?(0566)77-2366 M [E7(087)868-4003
%EEG(052)703 6131 = B7(082)503-0205
E7(058)259-6055 A M&(092)504-1211
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/x«ﬁ(077)553 -2012  EHAWEZD(03)5709-4501

B (06)6747-7041 FHAWER(052)703-6131

(078)927-8212  EHAWER(06)6538-3880
LJJB(O86)241 -0411

0SG RIEIE

HE X0 I E

(TEOIRETHE )

0120-41-5981

AX ] 0533-82-1134 hp-info@osg.co.jp

9:00~12:00,/13:00~17:00
T HA /RS

R X—ILT A

24 OSG E-mail (B8
E-mail CRHEWESBI LET. .
A&ZEOI https://www.0sg.co.jp/support/club/index.php

(ZDfthd =48F---) E-mail:cs-info@osg.co.jp

R—/LRX—J http://www.0sg.co.jp/
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