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// DIJET

Y Hll 14 5E Cutting performance

D-1 YIEIIRI B (@#10) cutting force comparison(¢10)

0/. ¢
(%)140 ﬂ!’.#:l:l:l:ZO /o:m! [ DIJET
C Achieved 20% reduction!
B K45 competitor K
B A5 Competitor A

120

Material C50

/
I I #WEIH :S50C

il | | B
80 . @®T=/%:¢10(TLDM100)
Tool dia.
. Cutting conditions
n=1,910min"", Vc=60m/min,
. Vf=382mm/min, f=0.2mm/rev
@ \HIFEE:
Drilling depth
. H=20mm (1L b) (Blind)

A5 AR LY gEIEH O —S5 hSERkE

Thrust Torque Power consumption Coolant External (water soluble)

40

20

g Ay TEML — X(2751)
«E, Stable machining Radial force in X-direction
E 200.000 =4 I —M— — Y (&EAm)
3 o - ) Radial force in Y-direction
= —Z(AZAR) Thrust
= 0.000 -{*‘4+ b (RIAR) Thrus
5
= -200.000 TN =5 GHE compeorc 5
=3
#HEl#: SUS304 OUJHISRM: @/ \HIFEE: H=3.56mm (LEFED)
Material Stainless steel Cutting conditions Drilling depth (Blind)
{EFREW . SIFZMC n=2,502min™ S N GLERKE
Machine  Vertical MC Ve=27.5m/min .Cg IjtJ ) g*nm??ri luble)
. Vi=50mm/min oolan xternal (water soluble
.%;%E_. ¢ 3.5 (TLDMO35-S6) £=0.02mm/rev

@T\*ﬁfi’ Hole accuracy

The range between maximum and minimum value is within 10um. Material C50 Machine Vertical MC

0.020 o——— . @TE%:¢10(TLDM100)
2 [ LTI O ~ Tool dia.
£ 0010 O O o) @RISR
i Cutting conditions
£ 0.000 n=2,548min"!, Vc=80m/min,
g - 0 100 200 300 400 500 600 Vf=254mm/min, f=0.1mm/rev
£ MIRE (R) @& F RS H=15mm(lEE D)
'é -0.010 No.of holes Drilling depth (Blind)

-0.020 [ —— HAILAN Max O35 M HEKELE

. Coolant External (water soluble)

O R Min,

-0.030
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Spot facing drill

Y] Hll 4% 5E Cutting performance

@-1 RFF T THDITEHFGR(P10) Tool life test (¢10) (carbon steel C50)

mIR#H 60071 1,00075¢ e
No. of holes 600 holes 1,000 holes uﬁu# : ssoc Eﬁﬁ%w : ﬁﬂ;MC
MIE Material C50  Machine  Vertical MC
ol O®IER:¢910(TLDM100)
B HETT Tool dia.
Normal wear,
able to continue .{—JJ ﬁu%{q: :
Cutting conditions
Iy . = n=2,548min"",Vc=80m/min,
9%{%;% Katsd - Vf=254mm/min, =0.1mm/rev
Chipoing SOmBEHOr @755 (3E H=15mm(LEE D)
) — ) i Drilling depth (Blind)
FyEvY AttE 05 M HEKEN
AT Competitor A Coolant External (water soluble)

Chipping

®-2 IRFRFICHTHITEF(P1) Tool life test (1) (carhon steel C50)

24 —=KJIp1 TLDM ¢ 1 /ﬁﬁlltil : S50C )

Material  C50
fEFAtM : STFEMC
Machine  Vertical MC
@®ITE®RX:¢p1 (TLDMO10)
Tool dia.
@IS
Cutting conditions
n=12,700min"", Vc=40m/min,
Vf=254mm/min, f=0.02mm/rev

@/ (FFE  H=2mm (LEFE D)

Drilling depth (Blind)
0 1,000 2,000 3,000 4,000 5,000 O —5 > MABRKEN
Iy (x) No. of holes \ Coolant External (water soluble) /

@-1 JUI\—RUICHIT DT EHM (3) Tool life test(»3) (mold steel P21)

A4 F5—K)I@p3 TLDM ¢3 R AKEFE Max flank wear
| \ \ \ VB max:0.065mm

40HRC
| JUN—RyEE

. 2,0007TmI#s
\ \ \ \ \ \ HEEERTTAE |

0 200 400 600 800 1,000 1,200 1,400 1,600 1,800 2,000 Achieved 2,000 holes.

MI () No. of holes Still able to continue.

A WEILT
Completely breaking chips

#H1# : NAK8O (40HRC) f{HEFtMW  (IFEMC @I E#RR: ¢3(TLDMO30)
Material P21 Machine  Vertical MC Tool dia.

OLJHIEE : n=3,185min-",Vc=30m/min, Vf=191mm/min, f=0.06mm/rev
Cutting conditions
@\BIFEE: H=6mm(lEED) @T—3 hAHERKAEM

Drilling depth (Blind) Coolant External (water soluble)
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@-2 TUN—=R/HICHFTDITEER(P10) Tool life test (10) (mold steel P21)

7Un—f>m355§ﬁ!
onger tool life!

DIJET
1,0007¢ #&#EFT
Kit 407 K18 1,000 holes
d 40 holes (chipping) (still able to continue)
Competitor K 0.8m 20.0m
601 #rig
c E# 60 holes (breakage)
ompetitor E
1.2m
\ \ \

0 100 200 300 400 500 600 700 800
I E (7)) No. of holes

900 1,000

#HEI# :NAK8O (39HRC)
Material P21

fEFAREM : STAZMC
Machine  Vertical MC

@I ER®E:910(TLDM100)
Tool dia.
OUIHISRM:
Cutting conditions
n=955min-", Vc=30m/min,
Vf=96mm/min, f=0.1mm/rev
@/ (F RS H=20mm (IEE D)
Drilling depth (Blind)
@ —3S M AERKAE M

Coolant External (water soluble)

ZRFYLARTLEHD!
onger tool life!

5007 #&#5E FT
100} #i8 500 holes )
Cmﬁ:ﬁmr . 100holes (breakage) &(_’sgl'l_:ble to continue)
1.0m :
101 48
Cmﬁ)zﬁmr E 10 holes (breakage)
0.1m
\ \
0 50 100 150 200 250 300 350 400 450 500

MI# (7)) No. of holes

4 : SUS304

Material Stainless steel

fSE Rt : STFEMC
Machine Vertical MC

@I E®R:¢10(TLDM100)
Tool dia.
OIS :
Cutting conditions
n=955min-", Vc=30m/min,
Vf=76mm/min, f=0.08mm/rev
@& (FEE: H=10mm(1lEE D)
Drilling depth (Blind)
@7 —5 2 hSERKE S

Coolant External (water soluble)

@-2 Z?UUZSW|:§§?%I§%$(¢ 1) Tool life test (#1) (stainless steel)

BALF5—KVI@p1 TLDM ¢1

AT VL AT EREGR!

Longer tool life!

1,0007% #&#E 7T
1,000 holes
(still able to continue)

| |
0 200 400 600 800 1,000

IR E(R) No.of holes

/

#HEI# : SUS304

Material Stainless steel

fEFH : STFIEMC

Machine  Vertical MC

@®ITE®=:¢1 (TLDMO10)
Tool dia.

OTHIE M :
Cutting conditions
n=10,000min"", Vc=31.4m/min,
Vf=50mm/min, f=0.005mm/rev

@/ B (FFEE H=1mm (LEFE D)
Drilling depth (Blind)

QU —3S N SERKA M
\ Coolant External (water soluble) /




== P )|TW Spot facing drill

Y] Hll 4% 5E Cutting performance

@9"9 VEEDII(¢10.7) Cutting performance for Titanium alloy (¢10.7)

<RFEE> Hole accuracy <FE|MEANHI> Half hole drilling ™~
#%Hl# : Ti-6Al-4V (36HRC)
Material ~Titanium alloy
Bk  SIFEMC
Machine Vertical MC
O®TE®Z:¢910.7 (TLDM107)
Tool dia.
O@LTHIS 4!
Cutting conditions
n=900min”" , Vc=30.3m/min
Vf=90mm/min , f=0.10mm/rev
<¥§Uﬂ@ﬂﬂlﬂ§($Vf=30mm/min, f=0.033mm/rev)
In case of drilling half hole
IE&Ee10.7 ICBLVTRE ¥IhETOHRELLS @755 5% H=20mm (1EZ D)
hKIE 10um LIAEREF. I+ Drilling depth (Blind)

In case of using TLDM107 ($10.7), the over size of Achieved smooth machining even in case of drilling @®/—3h: 91'%530?'&
hole diameter is within 10pm. half hole ! \ Coolant External (water soluble) /




// DIJET

= O5LiiA180° 75y DESOIIITARYIL  Spotfacing drill with point angle of 180° (flat face).
% AR *EEE Line up @& LiEE2XDc Drilling depth: 2D

@HRUNA30’ Helix angle: 30°

@ OBV IALTIAIF T
INEYA XS4 YF T 'U‘

JNSBI3IT FESOIIT

Dchig 12LLFT.De=DsDi5E Dchi¢ 12LLFT.De<DsDizE
In case of Dc=12 and Dc=Ds In case of Dc=12 and Dc<Ds
2 2
ét g 8 g
$ D= P TE=
c0.1 /4% 4688 nue long) ‘ x%c0. /A% 2 GBE tute onatt) > ‘
L | #PDe< $3IDIHAIFC0.05 L 2 ‘
OEEEFEE(mm)
Dchip12KDbAREVGE Tolerance of drll diameter
=) a
e}: — ] s 3L 3upto _8.01 )
% cot /&, (B e longth) 3%ZZ6LLT 3over 6 up to _8_01 5
L 6%ZZ10LLT 6over 10upto _8.015
10%ZA 10 over _8.01 8
[ J 1 3 60 3 (] 3.1 12 60 4
[ ] 1.1 3.3 60 3 [ J 3.1 12 60 6
o 1.2 3.6 60 3 [ ] 3.2 12 60 4
[ J 1.3 3.9 60 3 [ J 3.2 12 60 6
[ J 1.4 4.2 60 3 ([ J 3.3 13 60 4
[ J 15 45 60 3 [ ] 3.3 13 60 6
[ J 1.6 4.8 60 3 (] 3.4 13 60 4
[ ] 1.7 5.1 60 3 [ J 3.4 13 60 6
o 1.8 5.4 60 3 (] 35 13 60 4
[ J 1.9 57 60 3 [ J 35 13 60 6
([ J 2 7 60 4 (] 3.6 14 60 4
[ J 21 7.5 60 4 [ ] 3.6 14 60 6
[ J 22 8 60 4 [ ] 3.7 14 60 4
[ ] 23 8.5 60 4 [ ] 3.7 14 60 6
([ J 24 9 60 4 ([ J 3.8 15 60 4
[ J 25 9.5 60 4 [ J 3.8 15 60 6
([ J 2.6 10 60 4 (] 3.9 15 60 4
[ J 2.7 10.5 60 4 [ ] 3.9 15 60 6
o 2.8 11 60 4 [ ] 4 15 60 4
[ ] 29 11.5 60 4 [ ] 4 15 60 6
o 3 12 60 4 [ ] 41 16 60 6
[ J 3 12 60 6 [ ] 4.2 16 60 6

@: X—A—7ERER Standard stock items



ATS—FUIV
Line up

Spot facing drill

& s ~ti& (mm) Dimensions WE i ~ti& (mm) Dimensions

Cat. No. Stock oDC 2 L oDs Cat. No. Stock oDC 2 L oDs
TLDMO043 [ ] 4.3 17 60 6 TLDMO84 [ J 8.4 32 75 10
TLDMO44 [ ] 4.4 17 60 6 TLDMO85 [ J 8.5 32 75 10
TLDMO045 o 4.5 17 60 6 TLDMO86 [ J 8.6 33 80 10
TLDMO46 [ ] 4.6 18 65 6 TLDMO87 [ J 8.7 33 80 10
TLDMO47 [ ) 4.7 18 65 6 TLDMO88 [ J 8.8 34 80 10
TLDMO048 [ ) 4.8 18 65 6 TLDMO89 [ J 8.9 34 80 10
TLDMO49 o 4.9 19 65 6 TLDMO90 o 9 35 80 10
TLDMO50 [ J 5 19 65 6 TLDMO91 [ J 9.1 35 80 10
TLDMO51 [ ] 51 20 65 6 TLDM092 o 9.2 35 80 10
TLDMO52 [ ] 52 20 65 6 TLDMO093 o 9.3 36 80 10
TLDMO53 [ ] 53 20 65 6 TLDMO094 [ ] 9.4 36 80 10
TLDMO54 [ ) 5.4 21 65 6 TLDMO095 [ J 9.5 37 80 10
TLDMO55 o 55 21 65 6 TLDMO096 o 9.6 37 80 10
TLDMO56 [ ] 56 22 70 6 TLDMO097 [ J 9.7 37 80 10
TLDMO57 [ ] 57 22 70 6 TLDMO098 [ J 9.8 38 80 10
TLDMO58 [ ] 5.8 22 70 6 TLDMO099 [ J 9.9 38 80 10
TLDMO59 [ ] 5.9 23 70 6 TLDM100 o 10 39 80 10
TLDMO60 [ ) 6 23 70 6 TLDM101 [ ] 10.1 39 85 12
TLDMO61 o 6.1 23 70 8 TLDM102 [ J 10.2 39 85 12
TLDMO062 [ ] 6.2 24 70 8 TLDM103 [ J 10.3 40 85 12
TLDMO63 [ ] 6.3 24 70 8 TLDM104 o 10.4 40 85 12
TLDMO64 [ ] 6.4 25 70 8 TLDM105 [ ] 10.5 40 85 12
TLDMO65 [ ] 6.5 25 70 8 TLDM106 o 10.6 41 85 12
TLDMO66 [ ) 6.6 25 75 8 TLDM107 [ ] 10.7 41 85 12
TLDMO67 [ 6.7 26 75 8 TLDM108 [ J 10.8 42 85 12
TLDMO68 [ ] 6.8 26 75 8 TLDM109 [ J 10.9 42 85 12
TLDMO69 [ ] 6.9 27 75 8 TLDM110 [ J 11 42 85 12
TLDMO70 [ ] 7 27 75 8 TLDM111 [ ] 111 43 85 12
TLDMO71 [ ) 7.1 27 75 8 TLDM112 [ ] 11.2 43 85 12
TLDMO72 [ ) 7.2 28 75 8 TLDM113 [ ] 11.3 44 85 12
TLDMO73 [ ] 7.3 28 75 8 TLDM114 o 11.4 44 85 12
TLDMO74 [ ] 7.4 28 75 8 TLDM115 [ J 115 44 85 12
TLDMO75 [ ] 7.5 29 75 8 TLDM116 [ J 11.6 45 90 12
TLDMO76 [ ) 7.6 29 75 8 TLDM117 [ ] 1.7 45 90 12
TLDMO77 [ ] 7.7 30 75 8 TLDM118 o 11.8 45 90 12
TLDMO78 [ ] 7.8 30 75 8 TLDM119 [ ] 11.9 46 90 12
TLDMO79 [ ] 7.9 30 75 8 TLDM120 o 12 46 90 12
TLDMO8O [ ] 8 31 75 8 TLDM125 [ J 125 48 95 12
TLDMO81 [ ] 8.1 31 75 10 TLDM130 [ J 13 50 100 12
TLDM082 [ ) 8.2 32 75 10 TLDM135 [ ] 135 52 100 12
TLDMO83 [ ] 8.3 32 75 10 TLDM140 o 14 54 100 12

@ X—AH—1EER Standard stock items



)| ==337 Cutting data

QAT VU ATMDEESDHNT Spot facing for stainless steel

BHTEH SR/ \A RAESDHAIVRIIVER 714 5—RUIL
[FRF VDA THRBE<IMITERA

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

@RZEMDEESDHNT Spot facing for carbon steel

@HNIIT Quality of hole
o,

=
=)
JRESEEY

10AmMI
Machined 10 holes per work.

19— 107RESDINTICE VT ERR/I\ARAELSDHA
TVRS)UTHU. 54 S5—RU) VIS TR Z 1S _E5EHE
TE TURE. EHEE S B RIF (MEERED) .

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).

@RFT VL AHDING T AT Drilling for stainless steel

J—URE:4mm L 942
Work thickness:4mm [ ) ./
| 945
@ :/
@
@ @

BERU L TREREENH T RITARBSHTVUYRTY
RSIVICTRE-BDLIFNT. 54 5—KUILIET—5400(
T 6, /NUHNE RS RIF (G A) . TR S

17%8D 15D 521 (CHEHE. ERRIFICOE94.56F .
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.

// DIJET

%’ﬁ E F5 Partname T ANE—X Test piece
#I;j'g # Ml # Material 27> L 2§ (SUS304) Stainless steel (1.4301)
# P & Hardness -
i
f}% _ Cat Noo TLDM110(¢11)
L= oo
=1 Grade DZa—h(TIiAINFR) TAIN coated
Bk = o
Spindﬁe speed n | n=875min"
YIHIREE — :
Cutting speed Ve Ve=30m/min
2 RV)IRE _ :
" é foed speed VF | Vi=87mm/min
T 2 i%')! f | f=0.1mm/rev
= S eed
2 RS 7
i £ g 15mm (L% Blind)
= 95>7 Clamp B4F Good
J—2>b Coolant FKEMEYIEIE  Water soluble
{EFREM Machine FIFZMC  Double column MC
2424
;Jﬂé % ¥ Partname A4 TL—b Die plate
-~
i%g # Hl # Material K33 (S55C) Carbon steel (C55)
1 5 & Hardness —
i
% . Cat No TLDM110(p11)
L= #oo&
8 Grade DZ3—h(TIAINZR) TAIN coated
[ElRR _ -
Spindle speed n | n=2,325min"
YIHIRE _ )
Cutting speed Ve | Ve=80m/min
. g f;ﬂ);%é%d VF | Vi=510mm/min
:E E i%”dﬁ f | f=0.22mm/rev
e ee
[=2] 3
Lid = ﬁgleld’ziﬁ 7mm(¢7 TR &) with ¢7 pilot hole)
= 9527 Clamp R#¥ Good
7—22h Coolant HKGBMEHEIAR  Water soluble
fEREM Machine SLFMC VerticalViC
2465

%)ﬁ % ¥ Partname TL—h Plate
*I;j-g # Ml # Material 27> L 2§ (SUS304) Stainless steel (1.4301)
# P & Hardness -
25
f}% . 2 ot N TLDMO42(¢p4.2)
= M . _
F=) Grade DZa—h(TIiAINFR) TAIN coated
El#R5R B - A
Spindfe Sea n | n=2,300min"'
YIHIREE — :
Cutting speed Ve | Ve=30m/min
2 EVIRE _ :
- é feed speed VF | Vi=150mm/min
T = igf—é”! f | f=0.065mm/rev
ES S eed
2 0 TRE .
f é Hole depth 4mm (85& thru.)
- 957 Clamp B1F Good
J—2>b Coolant FKEMEIEIE  Water soluble
{ERHEM Machine SLFIMC VerticalViC

2486



S1S5—FUJV
%Etﬂ ﬁu%ﬁ: Recommended cutting conditions

Spot facing drill

1/2
#HI 438 (~180HB) Mild steel R 5#H (~280HB) Carbon steel(C50)
Work materials SS400 S50C
HIE Sutabilty O O
Fg{ﬁ& IR Ve E#5%E n R f BEVERRE Vf YIHIERE Ve E#5EE n R f BEVERFE Vf
(rrlnml)a‘ (m/min) (min-) (mm/rev) (mm/min) (m/min) (min-) (mm/rev) (mm/min)
1 19,100 0.01~0.04 380 19,100 0.01~0.04 380
2 11,100 0.01~0.05 380 11,100 0.01~0.05 380
S 8,500 0.06~0.14 510 8,500 0.06~0.14 510
4 6,375 0.08~0.16 510 6,375 0.08~0.16 510
5) 5,100 0.10~0.18 510 5,100 0.10~0.18 510
6 4,250 0.10~0.20 510 4,250 0.10~0.20 510
7 50~100 3,650 0.10~0.20 510 50~100 3,650 0.10~0.20 510
8 3,175 0.10~0.20 510 3,175 0.10~0.20 510
9 2,825 0.12~0.22 510 2,825 0.12~0.22 510
10 2,550 0.14~0.24 510 2,550 0.14~0.24 510
11 2,325 0.14~0.24 465 2,325 0.14~0.24 465
12 2,125 0.14~0.24 425 2,125 0.14~0.24 425
13 1,950 0.14~0.24 390 1,950 0.14~0.24 390
14 1,825 0.14~0.24 365 1,825 0.14~0.24 365
I 4£%0(280~350HB) Alloy steel (1.7223) FUN—K24@ Mold steel (P21)
Work materials SCM440 NAK80 (40HRCH2 )
ME1E Suitability @) O
F“é}_ﬁ& IR Ve E#5%E n R f BEERRE Vf IR Ve E#5EE n R f BENERFE Vf
(rr:rlml)a. (m/min) (min-) (mm/rev) (mm/min) (m/min) (min-) (mm/rev) (mm/min)
1 12,700 0.01~0.03 250 20~40 9,500 0.005~0.02 100
2 8,000 0.01~0.04 250 4,800 0.005~0.03 100
S 6,375 0.06~0.14 380 3,175 0.06~0.15 320
4 4,775 0.08~0.16 380 2,375 0.07~0.16 240
5 3,825 0.10~0.18 380 1,900 0.07~0.16 200
6 3,175 0.10~0.20 380 1,600 0.08~0.17 170
7 30~70 2,725 0.10~0.20 380 20~50 1,375 0.08~0.17 150
8 2,375 0.10~0.20 380 1,200 0.09~0.18 140
9 2,125 0.12~0.22 380 1,050 0.09~0.18 120
10 1,900 0.14~0.24 380 950 0.10~0.20 110
11 1,725 0.14~0.24 345 875 0.10~0.20 110
12 1,600 0.14~0.24 320 800 0.10~0.20 100
13 1,475 0.14~0.24 295 725 0.10~0.20 90
14 1,375 0.14~0.24 275 675 0.10~0.20 90
WA B ANEE(~50HRC) Hardened die steel (1.2344) FAH A% Titanium alloy
Work materials SKD61 Ti-6Al-4V (30~42HRC)
ME1E Suitability O O
F“é}_ﬁ& IR Ve E%5%E n R f BEVERFE Vf IR Ve E#5EE n R f BEVERFE Vf
(rrlnml)a. (m/min) (min-) (mm/rev) (mm/min) (m/min) (min-) (mm/rev) (mm/min)
1 6,400 0.005~0.02 50 20~40 9,500 0.005~0.02 100
2 3,200 0.005~0.03 50 4,800 0.005~0.03 100
S 2,125 0.03~0.07 100 3,175 0.06~0.15 320
4 1,600 0.03~0.07 80 2,375 0.07~0.16 240
5 1,275 0.04~0.08 70 1,900 0.07~0.16 200
6 1,050 0.04~0.08 60 1,600 0.08~0.17 170
7 15~30 900 0.04~0.09 60 20~50 1,375 0.08~0.17 150
8 800 0.04~0.09 50 1,200 0.09~0.18 140
9 700 0.04~0.10 50 1,050 0.09~0.18 120
10 625 0.04~0.10 50 950 0.10~0.20 110
11 575 0.04~0.11 50 875 0.10~0.20 110
12 525 0.04~0.11 40 800 0.10~0.20 100
13 500 0.04~0.12 40 725 0.10~0.20 90
14 450 0.04~0.12 40 675 0.10~0.20 90

O:538 Very good O:3& good




// DIJET

2/2
st MEE £ =y ILN—2Z Ni-based heat-resistant alloy A7 L A8 Stainless steel
Work materials Inco718(30~42HRC) SUS304
SEIE Suitability O O
Fg“ﬁ%& YIHRE Ve BER%ERE n =2 f SRR VE YIHRE Ve BERERE n =2 f SRR VE
(rrlnml)a' (m/min) (min) (mm/rev) (mm/min) (m/min) (min) (mm/rev) (mm/min)
1 3,800 0.005~0.02 38 10~40 9,500 0.005~0.02 100
2 1,900 0.005~0.03 19 4,800 0.005~0.03 100
3 1,275 0.01~0.04 26 3,175 0.06~0.15 320
4 950 0.01~0.04 19 2,375 0.07~0.16 240
5 775 0.01~0.04 16 1,900 0.07~0.16 200
6 625 0.01~0.04 13 1,600 0.08~0.17 170
7 10~20 550 0.01~0.04 11 10~50 1,375 0.08~0.17 150
8 475 0.01~0.04 10 1,200 0.09~0.18 140
9 425 0.01~0.04 9 1,050 0.09~0.18 120
10 375 0.01~0.04 8 950 0.10~0.20 110
11 350 0.01~0.04 7 875 0.10~0.20 110
12 325 0.01~0.04 7 800 0.10~0.20 100
13 300 0.01~0.04 6 725 0.10~0.20 90
14 275 0.01~0.04 6 675 0.10~0.20 90
#HIAE $58% Castiron (GG, GGG) FIV3&4 Aluminum alloy
Work materials FC/FCD AC/ADC
SEIE Suitability O O
Fg“ﬁ%& YIHRE Ve BERERE n 2 f IEV)RE VE YIHRE Ve BEREREE n =2 f IEV)RRE VE
(rrlnml)a' (m/min) (min'") (mm/rev) (mm/min) (m/min) (min') (mm/rev) (mm/min)
1 19,100 0.01~0.04 380 25,500 0.01~0.06 800
2 11,100 0.01~0.05 380 15,900 0.01~0.08 800
3 8,500 0.06~0.14 510 12,725 0.06~0.14 770
4 6,375 0.08~0.16 510 9,550 0.08~0.16 770
5 5,100 0.10~0.18 510 7,650 0.10~0.18 770
6 4,250 0.10~0.20 510 6,375 0.10~0.20 770
7 50~100 3,650 0.10~0.20 510 50~150 5,450 0.10~0.20 770
8 3,175 0.10~0.20 510 4,775 0.10~0.20 770
9 2,825 0.12~0.22 510 4,250 0.12~0.22 770
10 2,550 0.14~0.24 510 3,825 0.14~0.24 770
11 2,325 0.14~0.24 465 3,475 0.14~0.24 695
12 2,125 0.14~0.24 425 3,175 0.14~0.24 635
13 1,950 0.14~0.24 390 2,950 0.14~0.24 590
14 1,825 0.14~0.24 365 2,725 0.14~0.24 545

O:F& Verygood O:3& good

E) 1. EEEOZEEISEEIEFEIEEN I COREZRUTCVET,

EREINTOBEEFABRAENI0 KE CIFEDREZA0~80%ICFIFTLREEV £ BRIAENIO° LU LETIIEDEERE

20~50%ICTFIFTLEE LY,

OBV v T (B TLDM***-S6) ERDBEF XD RIORENSFERTND EEHEULET,

DI R A KB HRZER LSS DRETT . RXDIBEIF. T7 JO—(CTYDLL FRELEBZETOTLEE L,

TURE 2D T CTERLIEE L 2DEBZ 2NHIFIEHELE B A

EEDIFTEF B Ao

. WMEASEINTOBSIE. 0.5mMDATY TINTZ{ToCTLIEE L,

 BHIM DOEBR T —IRRBEEICED IO FHRLBUDIEENHDET . [TURNIEAT D] [BEICED DL VIO FEFDICKD
TEWE]OFREMDSDEIT DT, [EDZ EIFD ) [RFTYIIMTIFEETV DK FZDRIL T EEL,

NO UMD

Note) 1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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%.
In case of using shank ¢6type (TLDM***-S6 type), recommend applying lower cutting conditions.

Above cutting conditions are for drilling with water soluble. In case of dry cutting, use air blow to remove the chips.

Recommend drilling depth under 2D or less. Drilling depth over 2D is not recommended.

Horizontal milling is impossible.
In case of machining heat-resistant alloy, using 0.5mm step feed.
7.1n case of long chips evacuated, adjust above conditions by increasing Feed speed or using step feed for breaking chips.
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DIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Diisseldorf, Germany RM.No.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden,
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IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
Room No.1008 Tomson Commercial Building., 710 Dongfang Rd., IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
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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.

QT EMRIF. WRDIHDFERLEEIT D LN HIET, Specification shall be changed without notice.
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