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TLZD 2 “Indexable Spot facing drill”
7 TLZD type
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TAZTS—FU)) “Indexable Spot facing drill” TLZD type

NSIFIMT EESOINT

@ EEN“ES” (FTimMA180°) IRESUIITH
RUIL, AEZIRS A T TES.
Flatface

Q@ ERIE CHREINTCH FNNRLT/ VARTY TS
A TrgE!
Achieved non-step drilling

Q014~9p32(1.5DIA /4P —hMEp20
FTHO0.1ET.P208BIF0.5E) ZES A
Fv,
Size range: ¢ 14-¢@32mm dia.(Drilling depth: 1.5D)

e |0 WO

Application PRSI DALT RE<DIT EROBAOEE DI
Spot facing slope Spot facing Spotfacing after chamfering part

WHRIT STETUNT ROBE
Drilling thin plate ~ Drilling crossed hole Correcting hole

Feature of product

- TEAERIEA Y —bDHorsn.
= FyITRBHES .
——— TLZD can be used repeatedly only by exchanging insert. Easy assembly of

) 9x—J AR
insert & body. Wavy cutting edge

Achieved low

1@3%4@'\5&%7?@% cutting force
TIRIEULT/ Y ATy I Irase.

Achieved non-step drilling without pilot hole even if drilling slope surface and AiFIZEHSEt

crossed hole. Exclusive design
body for TLZD.

1A 1E(JC7550) B LU B DOAIEREMATNIC LY
FUN—RUEPZR TV RBM LR,

By adopting new PVD coated grade “JC7550” and unique coolant system,
achieved longer tool life even if drilling mold steel or stainless steel.

Features §
SBIROIGDIFINIICESWNWT—RARDORUILKY
NUDFEENDIEWV,

Controlled burr in case of drilling thin plate.
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t7] Hll 1% g€ Cutting performance

@ A LASNT

Cutting performance (stainless steel)

#WHIM : 2T LA SUS304 Material: Stainless steel

@fFE AW Machine :3IIFFZMC Vertical MC

@tTHIZE M Cutting conditions:

n=1,840min-!, Vc=110m/min,
Vf=80mm/min, f=0.043mm/rev

@0 LZ Drilling dia.:p19
HOZERE Drilling depth: 19mm (1D, LEZE W) 1D, blind
@I EAE Tool No.: TLZD1900525-SS

A Y —NEE Insert No.: TLZ1900(JC7550) HIERKBME Water soluble

B)HELE Power consumption
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Bl (kW) Power consumption

MTHET

Finished

B (#) Sec.
ittt R 1B TN FHEF VI AT DUETIZEIHIB A BELRENIH DTHEE D RIF.

DIJET reduced power consumption and achieved stable machining & good hole accuracy. Competitor stopped machining at the first hole due to clogging with chips.

7WEE Hole accuracy

m AF30umELT
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Cutting performance (mold steel)

#wHIM : TY— K8 NAK8O

Material: Mold steel P21

@tTHIZM Cutting conditions:
n=300min-!, Vc=30m/min,
Vf=24mm/min, f=0.08mm/rev

@ /0T Drilling dia.: 32
BOZRE Drilling depth: 32mm (1D)

@ T ERZE Tool No.: TLZD3200S32-SS
A P —RMEE Insert No.: TLZ3200(JC7550)
AIZBAGEE Water soluble (internal)

7 ¥ No. of holes

O EREIT (ERIAE30)

Drilling slope surface (inclined angle: 30°)

WA : %M S50C Material: Carbon steel C50
O FEAEM Machine :XIFEMC
@IS Cutting conditions :
n=1,590min-!, Vc=70m/min, Vf=50—150mm/min, f=0.03—0.09mm/rev
@HIL# Drilling dia.: 914
IR Drilling depth: 14mm D —2J{EFEE30° Inclined angle : 30°
@ T EH Tool No.: TLZD1400516-SS
A Y —NEZE Insert No.:TLZ1400(JC7550) =ZAKIIL Mist coolant

T ANDBIZAMITZT>TVEITH GERIN T ZHRUE T,
But, in case of actual machining, recommend wet coolant.

B mm4 {ESIFE 30°
£ 6.000 tﬂﬁuaﬁ{ﬁ \ Inclined an:;I.e 1 30°
& Power consumption §=0.03mm/revis
4800 ﬂ!ﬂZS}lmDJ'F R R
Ilnclmatlun: Below 25um =10
s 600_’ %*;E* Over size (Max) 0.019 (in case of f=0.03mm/rev) _g,—
] PR cylindriciy 0.006 R »
2400 S
| £6 /
1.200 l\_ § V/{=50mm/min
et sl 551230 DI T THREEL.
] it f=0.03mm/reveid
°1 R~ - MLl FlN25umil T ERF.
7Y I\ . h Jgﬂ t‘t,aﬁ (GALLLVCDIIN Stable machining even if drilling slope
Stable machining even if drilling mold steel. 0 f ! surface (inclined angle 30°). In case of
0 20 40(um)60 f=0.03mm/rev, inclination was below 25pum.




TASZTS—FU)
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Q TLZD-SS#

“Indexable Spot facing drill” TLZD type

.7_5y"ﬂ1§"=& Through coolant hole
TLZD-SS type . @) OGN TIES priling depth : 1.5XDc
-8
© O .SSHZ(-l 5D) SS type (1.5D)
- e
°
T A i
s P —NATTTEIETEE E — \H #
(ESREESS) ————
Regrindable
WX > — insert WK Body WEB Parts 1/2
A —h Insert Z{F Body EBdm Parts
FULER PVD ik . e LT
(mm) aA—F4>7 mm BRBE SS#(1.5D) SS type (1.5D) Clamp screw (3I%)
il di s (mm) Applicable dia Wrench
Drilldia. | >4—b | pyp coated | Dimensions : e
% ~% ~ ~ti% (mm) Dimensions \
2 Over |Orunder Tool No. Stock | g | g2 | #s | L | #Ds AL
14 TLZ1400

141 TLZ1410
14.2 TLZ1420
14.3 TLZ1430
14.4 TLZ1440
14.5 TLZ1450
14.6 TLZ1460
14.7 TLZ1470
14.8 TLZ1480
14.9 TLZ1490
15 TLZ1500
15.1 TLZ1510
15.2 TLZ1520
15.3 TLZ1530
15.4 TLZ1540
156.5 TLZ1550
15.6 TLZ1560
15.7 TLZ1570
15.8 TLZ1580
15.9 TLZ1590
16 TLZ1600
16.1 TLZ1610
16.2 TLZ1620
16.3 TLZ1630
16.4 TLZ1640
16.5 TLZ1650
16.6 TLZ1660
16.7 TLZ1670
16.8 TLZ1680
16.9 TLZ1690
17 TLZ1700
171 TLZ1710
17.2 TLZ1720
17.3 TLZ1730
17.4 TLZ1740
17.5 TLZ1750
17.6 TLZ1760
17.7 TLZ1770
17.8 TLZ1780
17.9 TLZ1790
18 TLZ1800
18.1 TLZ1810
18.2 TLZ1820
18.3 TLZ1830
18.4 TLZ1840
18.5 TLZ1850

106 | 45 135 | 145 | TLZD1400S16-SS | @ 29 | 43 | 48 | 91| 16 || DSW-2045H A-07

11.3 | 48 145 | 155 | TLZD1500S20-SS | @ 31 | 46 | 50 | 96 | 20 || DSW-2045H A-07

121 | 5.0 155 | 16.5 | TLZD1600S20-SS | @ 33 | 49 | 50 | 99 | 20 || TSW-2556H A-08

126 | 65 16.5 | 17.5 | TLZD1700S20-SS | @ 35 | 52 | 50 | 102 | 20 || TSW-2556H A-08

132 | 58 175 | 185 | TLZD1800S20-SS | @ 37 | 55 | 50 | 105 | 20 || TSW-2556H A-08

AVY—NMINT—ZHBADTY Tinsert per case @ X——TEEmM Standard stock items
SE) 1. RV ICA U —NIAATHIFEE Ao Note) 1. All cutters are supplied without inserts.
) 34 ) TR e - 2. Please see page 5-7 for recommended cutting conditions.
;‘ if;ﬂiuzﬁgiﬁ;;:; U;’igiﬁgggi;;auﬁ*ﬁ*%tﬁﬂ (MOLY) [ZAAIC B = LEt A (B155) 3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

BEHRHILEE L,



// DIJET

7> TRUE | H#ENLI(N-m)
Clamp screw Recommended torque
DSW-2045H 0.9
$DC=6300ES #Dc>030DEE TSW-2556H 1.2
TSW-2567H 1.2
DSW-307H 2.1
3 2 | DSW-309H 2.1
) e § N T E==E o =
cor Lo ] ) !
22 Ls co.1 L £2 e Ls . TSW-3512H 3.0
L ) L
WX A > —b insert WK Body WERE Parts 2/2
: 1>t —h Insert 1K Body EB&m Parts
RUVERE PVD Tk — 952TBRE | LT
(mm) ATy (mm) : . SSH(1.5D) SStype (1.5D) Clamp screw (RI%)
Drill dia. T4 —h | pyD coated Dimensions Applicable dia. Wrench
% ~ — _]'“f( ) Di i (Not be included)
InsertNo. | yc7550 | A T || WA | KT AR E k8 <fig (mm) Dimensions & i

2 Over |Orunder Tool No. Stock | g | g2 | #s | L | oDs ’\

18.6 TLZ1860 [

18.7 TLZ1870 [ ]

18.8 TLZ1880 [ ]

18.9 TLZ1890 [

19 | TLZ1900 | ® | .55 | 60 || 185 | 195 | TLzD1900S25:SS | @ | 39 | 58 | 56 | 114 | 25 || Tsw-2567H | A-08

19.1 TLZ1910 [ J

19.2 TLZ1920 [ J

19.3 TLZ1930 [

194 TLZ1940 [ ]

19.5 TLZ1950 [ J

19.6 TLZ1960 [ J

19.7 TLZ1970 [ )

RS ULzileEs Ld 14.6 6.5 19.5 | 20.5 | TLZD2000S25-SS | @ 41 61 | 56 | 117 | 25 || TSW-2567H A-08

19.9 TLZ1990 [ J

20 TLZ2000 [ J

20.5 TLZ2050 @

el MZZED L4 15.2 6.7 20.5 | 21.5 | TLZD2100S25-SS | @ 43 | 64 | 56 | 120 | 25 || TSW-2567H A-08

215 TLZ2150 (]

22 L2220 L d 15.9 7.5 21.5 | 22.5 | TLZD2200S25-SS | @ 45 | 67 | 56 | 123 | 25 DSW-307H A-10

225 TLZ2250 [ ]

A ULZZE0 L4 16.7 7.5 225 | 23.5 | TLZD2300S25-SS | @ 47 | 70 | 56 | 126 | 25 DSW-307H A-10

23.5 TLZ2350 (]

24 VLZEE0Y LJ 17.4 8.0 23.5 | 24.5 | TLZD2400S32-SS | @ 49 | 73 | 60 | 133 | 32 DSW-307H A-10

245 TLZ2450 [ ]

E> MLZEE00 L 18.3 8.0 245 | 25,5 | TLZD2500S32-SS | @ 51 76 | 60 | 136 | 32 DSW-309H A-10

255 TLZ2550 [

26 | TLZ2600 | @ |55 | g5 || 255 | 265 | TLZD2600S32SS | @ | 53 | 79 | 60 | 139 | 32 || DSW-309H | A-10

26.5 TLZ2650 [ J

27 L2200 L d 19.5 8.5 26.5 | 27.5 | TLZD2700S32-SS | @ 55 | 82 | 60 | 142 | 32 DSW-309H A-10

27.5 TLZ2750 [ J

e VLZZEiD LJ 20.3 9.0 275 | 28.5 | TLZD2800S32-SS | @ 57 | 85 | 60 | 145 | 32 || TSW-3510H A-15

28.5 TLZ2850 [ J

= VLZEETY LJ 2141 9.0 28.5 | 29.5 | TLZD2900S32-SS | @ 59 | 88 | 60 | 148 | 32 || TSW-3510H A-15

29.5 TLZ2950 [

SO | TLZ3000 | @ | 515 | g5 | 205 | 305 | TLZD3000S32:SS | @ | 61 | 91 | 60 | 151 | 32 || TSw-3510H | A-15

30.5 TLZ3050 ([ J

St MLZEIEY Ld 223 | 10.0 30.5 | 31.5 | TLZD3100S32-SS | @ = 94 | 60 | 154 | 32 || TSW-3512H A-15

&5 TLZ3150 [

32 TLZ3200 [ ] 23.1 | 10.0 31.5 | 32.5 | TLZD3200S32-SS | @ = 97 | 60 | 157 | 32 || TSW-3512H A-15
AV —NETT—XMBADTY s 1insert per case. @ A—H—TEEEM Standard stock items
) 1. RILFITA VY —NEHAATHIF B Ao Note) 1. All cutters are supplied without inserts

2. EEJEIREF5~7R—IETBRIIEE W, 2. Please see page 5-7 for recommended cutting conditions.
3. 2019 2B8ES &1, LY F B LTS Y FRCHEE LR (MOLY) A ECHBUL = LEE A (B55) . 3. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.

BlEHRHIEE W,

TAY 1 S5—RUJLTLZDRE  AABIES KOTHA DB _ED 8. FRTRIRLIERE, FEEDBINBNEEELBIET .
The appearance of TLZD type will be changed sequentially due to improvement of the body rigidity and durability.

? HABNEDEENREICEE B8 HEHBICEB ST o
Before

m 3The appearance of the body will be changed glossy silver, but not changed specification.

IER7&1T
ge sequentially



¢

1= % YD Hll 5% 5

Q@ TLZD-SS#
TLZD-SS type

TASZTS—FU)

“Indexable Spot facing drill” TLZD type

Recommended cutting conditions

1,590 190 1,590 190 1,140 140
1,490 180 1,490 180 1,060 130
1,390 170 1,390 170 990 120
1,310 170 1,310 170 940 120
1,240 160 1,240 160 880 110
1,170 150 1,170 150 840 110
1,110 150 1,110 150 800 110
1,060 150 1,060 150 760 110
1,010 140 1,010 140 720 100
970 140 970 140 690 100
930 130 930 130 660 90
890 130 890 130 640 90
860 130 860 130 610 90
830 120 830 120 590 90
800 120 800 120 570 90
770 120 770 120 550 80
740 120 740 120 530 80
720 120 720 120 510 80
700 110 700 110 500 80

Ve : §IHIRE Cutting speed N : DEGRE Spindle speed Vi1 IXWIRE Feed speed f: 3XWE feed rate

fEM EDEREE

1. EEEORE ISR EHEEN T CORAZERL TV T EREN T OB EIE ABRAED B0 KE TIHEDEEZA40~80%IC FFTLIEE WV, Fe BN BEN30 UL TIHEDEEZ20~50%(C FFTLLEEL,
2. EEE DRI EKB MR Z EA LIS S DRE T Y. ZRXDBE(F. T7 JO—ICTHD FRHREMBEETOTIEE L,
3. JURE 1. BDUFTREALEEL, 1.6DZBI B S FIEHRLE Ao

4. XD TEER A,

5. WHIMOMEP D —IRRIEEC LD WD CTFHRIFTDIBEDBOFT . [TNENMEAT 2] [EEICFN DL (Y10 FEEDICL D TEMHE] OAIEMNGDFT DT, [EDZ LIF2I [RFT v ITMLIEEETL

FID<FEDHILTIEE L,

6. IS, EEICHIDFEUNRELE T L [FP8ZTSIR L,

Attention for use

1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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 1.5D or less. Drilling depth over 1.5D is not recommended.

4. Horizontal milling is impossible.

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

6. Please see page 8 for machined form by TLZD.
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1,140 140 680 40 1,590 190
1,060 130 640 40 1,490 180
990 120 600 40 1,390 170
940 120 560 40 1,310 170
880 110 530 40 1,240 160
840 110 500 40 1,170 150
800 110 480 40 1,110 150
760 110 450 40 1,060 150
720 100 430 30 1,010 140
690 100 420 30 970 140
660 90 400 30 930 130
640 90 380 30 890 130
610 90 370 30 860 130
590 90 350 30 830 120
570 90 340 30 800 120
550 80 330 30 770 120
530 80 320 30 740 120
510 80 310 30 720 120
500 80 300 30 700 110

Ve : §IHIERE Cutting speed N : DGR Spindle speed  Vf: 3RWRE Feed speed f: 3RWE feed rate

R EDFREE

1. EECOREIHIRMHSTEEMN T TORMERLTVE T SEREMN TOBEE ERBEHNB0FKE TIHERDEEZE40~80%IC FFTLEE L, e MERAENS0 U ETIEHXDHEEZ20~50%I|C FFTLIEE L.

2. FEEDAREIHIRMHSKB ML IEIRZ ER LIS EDRE T Y RXDBE(F, T7 JO—(CTHD FHREMEZETOTIEE L,

3. JURE 1. EDUTFTREALKIEE L, 1.5D%ZBX 3765 FIFHELEE Ao

4. BXDIFTERE Ao

5. WHIM OB P T —IRIEECLD WD FHRFVDEEDSBOFT  [NEMEAT 2] [EEICHEN DL [YIDFEEDICI D TEMIR] OAEEMNSBOFI DT, EDZ LF2] [RT Y TMLIEEETL.
IO FEDHLTIEE L,

6. INTH. REICHIDIZUDRELEF T S LFP8ZETBIRIEE L),

Attention for use

1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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 1.5D or less. Drilling depth over 1.5D is not recommended.

4. Horizontal milling is impossible.

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

6. Please see page 8 for machined form by TLZD.



TAS-TS—FU)) “Indexable Spot facing drill” TLZD type

1‘% LE t)J il % 14: Recommended cutting conditions

Q@ TLZD-SS#
TLZD-SS type

2,270 90 2,270 270
2,120 90 2,120 250
1,990 80 1,990 240
1,870 80 1,870 240
1,770 80 1,770 240
1,840 80 1,840 240
1,750 80 1,750 230
1,670 80 1,670 230
1,590 80 1,590 220
1,520 80 1,520 210
1,460 80 1,460 200
1,400 80 1,400 200
1,350 80 1,350 200
1,300 80 1,300 200
1,360 80 1,360 200
1,320 80 1,320 200
1,270 80 1,270 200
1,230 80 1,230 200
1,190 80 1,190 190

Ve : IHIRE Cutting speed N : DEGRE Spindle speed Vi IXWIRE Feed speed f: 3XWE feed rate

B EDEREE

1. EEE ORISR EHEEN T CORAZERL TVE T EREN T OB A ABRBED B0 KE TIHEDEEZA40~80%IC FFTLIEE W, Fe (BN BEN 30 UL TIHEDEEZ20~50%(C FFTLLEEL,

2. EEE DRI EKB MR Z EA LIS S DRE T Y. ERXDBE(F. T7 JO—ICTHD FRHREMPEETOTIEE L,

3. JURE 1. BDLUFTREALEEL, 1.6DZBI B S FEHRELE Ao

4. XD TEER A,

5. WHIMOME P D —IRRIEECLD WD CTFHRIFTDIBENBOFT . [TNENMEAT 2] [EEICFN DL (Y10 FEEDICL D TRMHE] ORI GDFT DT, [EDZ LIF2I [RFT v TMLIEEETLN
FID<FEDHILTIZE L,
2L AT VU AT OB EFEDZ EIFI0 < F 25 Hi I DIMTIEFFREE T DT HIHEREZ EIFIEDZ TF T DighiofcID < FZHU T IEE L,

6. NI, KEICHIDIEUNRELEF T . ¥ LLIFPB8ZTEREE .

Attention for use
1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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 1.5D or less. Drilling depth over 1.5D is not recommended.
4. Horizontal milling is impossible.
5. In case of long chips evacuated, adjust above conditions by increasing Feed speed (Vf) or using step feed for breaking chips.
But, in case of machining stainless steel, not recommend to increase Feed speed for breaking chips. Please increase cutting speed (Vc) and reduce Feed speed (Vf) so that bellows-shaped chips can be occurred.
6. Please see page 8 for machined form by TLZD.
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TAFAS—RUILBELUOTAIAS—EI 15— A\YRDA Y — ZRER

1. 49 —rOBUHL

Removing the used insert

EREA Y —hERUS LRIV
ISDA VY= RTvE(RUw K
) DEYETI 7 JTO—FIC TR
ELREW A V- ZEUA T
RIS IS5V TRUDLYFIRICH]
DENSEE-> TV B EEF. FT
I7JO0—%5THREZR . QUERE
HTLREELY,

Remove the used insert and clean the
insert pocket by brush or air blow before
mounting new insert. In case of blocking
clamp pocket by chips and dust, please
remove them before loosening the clamp
screw.

I7JO0—%CkVA VP —k
MTvEDEYERRELEE L,

Clean the insert pocket.

LFoRCyIbg
ENEFOBE
alk. o577 h
UZEEDHDHEIIC

BRELIEEL,

Remove chips and dust
before loosening the clamp
SCrew.

i

Procedure of mounting insert for TLZD

2. LV —bDEYh

Mounting the new insert

FLLWA VY —bZEA Y —MRT YN (RY
wiB) 'YL, A V8 —bhDSEinZE FEOD
KO THIZBNS. 28DT S5V R0
TISVFTUTLREE WV ZDIR. FITOQD
JEICHS DRUZE{RFESH LA > —hERIL
S ORICKRBEN RV & EERE  HESRmH(T
[FRILD (AR—TIBHR) ICTEO@DIEICET
SUTULTLREEV . BBEIT TV TRUICIE.
HSNUHLHEERERILEFI"MOLY" (RIFE) Z
BMEINBEZHELET,

Tighten the two clamp screws lightly with pressing
the top of insert ((D,@:initial tightning). After
confirming that there is no gap, be sure to fix the
insert completely by tightening the clamp screws
again to the recommended torque (see page 4)
(®,@:ffinal tightning). And, please recommend to
spread the MOLY coat on the clamp screw in
advance.

@.@

BCAVY—hERT YNBSS ZRBHS
I3V F7RLEEYRNETL, By hE
®.QDIEICRIZV S Q. @DIETH
ISVTD2RMETHBRENLETD,

Tighten the two clamp screws with pressing the top of insert.

BEE (T EBHLEA
"MOLY" (BlI5E)

Q HID5FRUAZIX Machined form by TLZD

A;I,%:,.ﬁn Attention

ISV TRUIHEERTIT DT,
AV —hZ10ERIR/T D&
[CRUBHITIRNT B L =RV
LET . 22U RUDER =R
INEHZBIFTICRUZESTIRL
TLEEW,

Clamp screw is expendables, so please
also exchange the clamp screw
whenever you exchange inserts 10
times. But, in case there is the
deformation of the clamp screw,
exchange itimmediately.

MOLY (not be included)

Remains

IS5V R0
Clamp screw
I8 HlWRLE
Tool dia. Remains
$14~¢20.5 0.04~0.06
$21~¢26.5 0.05~0.07
¢27~932.0 0.06~0.08




TAZTS—FU)) “Indexable Spot facing drill” TLZD type

NSIFIMT EESOINT

im180°75vhdD
ﬂ?&xiﬁ'\‘.@(“wﬂlﬁﬂ RUIL
[TA91S5—RUILIIC
EIJaA5—-917&ENSIVFvT,
Series expansion, new modular head TLZD type (flat face).

TL AR KBUZBEN ORIV M ELSY
RIIR. TN EERLERNDOIIICEE.

Suitable for spot facing in case of long overhung length such as stamping die or
large-sized mold part.

Feature of product

AHEI15—AvRIEO14~03255 1 ¥ F v T (EHMTEE0.7-1D)
TERG20LIF0.1SUET, 02088130.5SUEVDA VT — N ERIZ 5. BET
 AUTI-—YavDA—LBEY Yo7 — N TEE—B EOBE B

=B ULDORVIITICH XTI,

= Size range: 9 14-¢32mm dia. And even in case of long overhung length, stable machining can be possible by combination
with MSN carbide shank arbor.

TLZD#z = MSN#: # — )L#BEE S + > 0 7 — IN [TBE—
IERE S PIEES EARREBHEIMTERADEESH - TUés T TR5SET I T =
TIRIGEUDIREBDS J 2 AT Y D 17525,

Achieved non-step drilling without pilot hole even if drilling slope surface and crossed hole.

A VY —MATEEPVDI—F 1 Y I #18[JC7550) % 5. SE DMERE T T
FUN—FVHPRF VLA THRERIEERNR,

By adopting new PVD coated grade “JC7550” and unique coolant system, achieved longer tool life even if drilling mold
steel or stainless steel.

BN LESIFTERXO0.7~1{&F T Drilling depth: 0.7-1D.
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b 3 P
MIBERWEDCRER Improvement of machining efficiency

@ TiEEW A EHLOEWLIIT

Process combining (REUEEY DEEL TN LR E)
WIS : 7LAEY (AMFEERFIN R Long overhung length

Processing part: Stamping die (Bolt holes for fixing the inserts for die) H H H
WM : SKD11 () . B&M (SCMH) . 45 XLk (FCD) (Ex. Spot facing of stamping die or
Material: Die steel (1.2379, raw), Alloy steel (1.7223), Nodular cast iron (GGG) large-sized mold part)

Before 6 process

AUAILIIT KEINL tEY97UIT

Helical interpolation leshmg bottom  Center hole making

face by plunging
B =],

RUJLIIT RUILIIT EEENT
Drilling Drilling Countering

Lﬂ o !
F—IiEBEI I 7 —IN

- - o
Bl UPRZEH L DR

AUALIIT  EBSUNIT Y SilT ML B 3 s
Helical interpolation (TLZD) Center hole making .
Spot facing(TLZD) Even in case of long overhung
length, stable machining can be
»I » possible by combination with
MSN carbide shank arbor.
RUJLIIT RUILIIT EmmT
Drilling Drilling (TLZD)
Countering
. (TLzD)

Lﬂ o !

BERY ENES53TEE
After 3 process (in case of shallow hole)
AUAILIIT EmilT V97T

Helical interpolation (TLZD) Center hole making
Countering

. (TLzD) .
P RENE

RUJLIIT RUILIIT RUJLIIT
. Drilling . Drilling Drilling

x-)x-)]_lf

10



TASZTS—FU

Line

@ TLZDR(EV25—~vk) @)
TLZD type (modular head)

“Indexable Spot facing drill” TLZD type

LY

09—5‘/#7’?1#:& Through coolant hole
@ EMNM LIRS Hole Depth :0.7~1XDc

. @)
- —85-¢
sy
s Y — IS Q
(ERREER)
Regrindable T A
W HERTRE R
WX P —B insert WAE Body WEBGR Parts Hecommendedarborm
ST 1% —h Insert 4K Body EB& Parts F—IVEBRES 427 7 —IN\ Arbor
PVD 3 . 75 ThL L F
(ﬁ% PN I-749] (:mi) Aﬁﬁbﬁﬁa. TLZD¥(0.7~1D) TLZD type (0.7-1D) Clamp screw V&fi?;h ﬁ
Drill dia %4% PVD coated| Dimensions 8 - - (Not be included) TEE—EE
7 ~%& | ~ , <ti% (mm) Dimensions AR 3N—UB B
InsertNo. |yc7550| A | T ||#z | BT ~MEHE  |EE & Q See page 13 for the detail of arbor.
ebe Over |ormder|  ToolNo. |Stock| 1 [@Db|MD| C | W A
14 | TLz1400 | @
141 | TL.z1410 | @
142 | TL21420 | @ o6/ 45||135/14.5 | TLZD1400-M6 | @ |27.5/13.1| M6 | 7 | 10 ||DSW-2045H A-07 MSN-MB-s3-516C
143 | TL.71430 | @
144 | TLz1440 | @
145 | TLZ1450 | @
146 | TLZ1460 | @
147 | TL.z1470 | @
148 | TLz1480 | @
149 | TLz14%0 | @
15 | TLZ1500 | @ 43 48|l145/15.5 | TLZD1500-M8 | @ 205 14 | M8| 8 | 12 ||DSW-2045H A-07 MSN-M8-#:#S-S14C
151 | TLz1510 | @
152 | TL.z1520 | @
153 | TLz1530 | @
154 | TLz1540 | @
155 | TLZ1550 | @
156 | TL.Z1560 | @
157 | TL.z1570 | @
158 | TLz1580 | @
159 | TLz1590 | @
16 | TLZ1600 | @ W5 4\50| 155|165 | TLZD160OMS | @ |29.5 15 | M8| 8 | 12 || Tsw-2556H| A-08 MSN-M8-3#3S-515C
161 | TL.z1610 | @
162 | TL.z1620 | @
163 | TLz1630 | @
164 | TLz1640 | @
165 | TL.Z1650 | @
166 | TL.z1660 | @
16.7 | TLz1670 | @
168 | TLz1680 | @
169 | TL.Z16%0 | @
17| TLZ1700 | ® L5655 ||16.517.5 | TLZD1700M8 | @ |305| 16 | M8| 8 | 12 ||TSw-2556H| A-08 MSN-M8-#%S-S16C
171 | TLz1710 | @
172 | TL.z1720 | @
173 | TL.z1730 | @
174 | TL.z1740 | @
175 | TLz1750 | @
176 | 7L.z1760 | @
17.7 | TL.z1770 | @
178 | TL.z1780 | @
179 | TLz1790 | @
18 | TLZ1800 | ® 145558 /17.5/18.5 | TLZD180O-MS | @ 305 17 | M8| 8 | 12 ||TSw-2556H| A-08 MSN-M8-#:S-S16C
181 | TL.z1810 | @
182 | TL.z1820 | @
183 | TLz1830 | @
184 | TLz1840 | @
185 | TLz1850 | @

AV —NETT—XMBADTY s 1insert per case.

@ A—F—TEEM Standard stock items



MD

|
@Db

// DIJET

77 TRUE | #ENLY(N-m)
Clamp screw Recommended torque
DSW-2045H 0.9
TSW-2556H 1.2
TSW-2567H 1.2
DSW-307H 21
DSW-309H 21
TSW-3510H 3.0
TSW-3512H 3.0

W HERTRE R

WX A 5 —b insert WK Body WER5E Parts Recommended arborm
UL A=Y —h Insert #fF Body & Parts F— VB v 7T —IN Arbor
X2 PVD TE || mme 9527hC | LoF
(mm) orod] () | TLZDW(0.7~1D) TLZD type (0.7-1D) Clamp screw | ) &

SR ) Applicable dia. Wrench
Drill dia PVD coated| Dimensions ~Wrench b
i ~E| ~ ~tix (mm) Dimensions R e Wi
= 7 g AR 3R—U B
" InsertNo. | 7550 A | T ||#z [T rEME  |[EE & v See page 13 forthe Sl ofarbor.
c Over | Orunder Tool No. Stock| Lf |oDb|MD| C | W AL

18.6 | TLZ1860 [ J
18.7 | TLZ1870 [

18.8 | TLZ1880 [ ]

18.9 | TLZ1890 [ J
19 TLZ1900 [ J

d .0[[18.5/19.5 - 38.5 18 |[M10| 9 | 14 - - - -3k S-

191 | TLz1910 ° 13.6| 6.0 TLZD1900-M10 | @ TSW-2567H| A-08 MSN-M10 S-S18C
19.2 | TLZ1920 [ ]

19.3 | TLZ1930 [ )

19.4 | TLZ1940 [ )

19.5 | TLZ1950 [ ]

19.6 | TLZ1960 [ ]

19.7 | TLZ1970 [ )

19.8 | TLZ1980 [ )

14. .5(119.5/20.5 | TLZD2! -M1 @ 385/ 19 M10| 9 | 14 ||TSW-2567H| A- MSN-M10-%%-S2

199 | TLZ1990 ° 6| 6.5 000-M10 S 56 08 S 0 S20C
20 TLZ2000 [ ]

20.5 | TLZ2050 [ )

21 TLZ2100 [ ]

15.2| 6.7(/20.5|21.5|TLZD2100-M1 38.5 20 |[M10| 9 | 14 || TSW-2567H A- MSN-M10-%%S-S2
215 | TLz2150 ° 52| 6 00 0| ® S 56 08 S} 0] S-S20C
22
22200 LJ 15.9| 7.5||21.5/22.5|TLZD2200-M10 | @ |38.5| 21 |M10| 9 | 14 || DSW-307H A-10 MSN-M10-#*%S-S20C
225 | TLZ2250 [ ]
23 TLZ2300 [ J
16.7| 7.5(|22.5/23.5 - 38.5 22 (M10| 9 | 14 || DSW-307H A-1 MSN-M10-%%S-S2

235 | TLz2350 ° 6 5) TLZD2300-M10 | @ SW-30 0 S} 0] S-S20C

24 TLZ2400 [ ]
17.4| 8.0|/23.5|24.5|TLZD2400-M12 | @ | 43 | 23 |M12| 11 | 19 || DSW-307H A-1 MSN-M12-%%S-S2

24.5 | TLZ2450 [ 0 SW-30 0 S S-523C
25 TLZ2500 [ )

18. .0[|24.5|25.5 - 43 | 24 (M12| 11 | 19 - A-1 - -3k

255 | TLZ2550 ° 8.3| 8.0 TLZD2500-M12 | @ DSW-309H 0 MSN-M12 S25C
26 TLZ2600 [ ]

' 5[] 25.5/26.5 - 43 | 25 (M12| 11 | 19 - - B -3k kS-

265 | TLZz2650 ° 18.8| 8.5 TLZD2600-M12 | @ DSW-309H A-10 MSN-M12 S-S25C
27 TLZ2700 [ ]

19.5| 8.5||26.5/27.5|TLZD2700-M12 | @ | 43 | 26 (M12| 11 | 19 || DSW-309H A-10 MSN-M12-%:%S-S25C

27.5 | TLZ2750 [ )

28 TLZ2800 [ ]

20. .0(|27.5128.5 | TLZD2. -M12| @ | 43 | 27 (M12| 11 | 19 || TSW-3510H| A-1 MSN-M12-%%S-S2

285  TLz2850 ° 0.3| 9.0 800 SW-3510 5 S S-S25C
29 TLZ2900 [ )

21.1| 9.0|/28.5|29.5 | TLZD2900-M16| @ | 51 | 28 [M16| 12 | 22 || TSW-3510H| A-15 MSN-M16-%%S-S28C
29.5 | TLZ2950 [ )
30
TLZ3000 | @ |55 g5((20.5/30.5|TLzD3000-M16| @ | 51 | 29 |M16| 12 | 22 || Tsw-3510H| A-15 MSN-M16-%:#-532C
305 | TLz3050 | @
31
[bze 6y LJ 22.3/10.0//30.5|31.5| TLZD3100-M16 | @ | 51 | 30 [M16| 12 | 22 ||TSW-3512H| A-15 MSN-M16-*%-S32C

31.5 | TLZ3150 [ J

32 TLZ3200 @ |23.1/10.0||31.5/32.5|TLZD3200-M16 | @ | 51 | 31 [M16| 14 | 26 || TSW-3512H| A-15 MSN-M16-%%-S32C

AVY—NENT—ZTBADTY, 1insert per case.

) 1. AEETHIRA IR 4~ 21 RV B TSRS,
2. RV CA VT —NIHBALTHIER Ao
3. BEVAS—AVROHEEGH T ML 322R— VR TBRLIZE LV,
4. A VY — NREBIFBR—IETBRLEE
5. 2019 2BEED &Y. LY FBLUT SV TRUBEREFH LR (MOLY) [FAEICHBLZLE B A (BIFE) .
BEBRKHLIZE L,
6. THE— 3 S OTAE—& (7 —/\) DFEFHMIF 13—V Z TSRSV,

@ X——TEEM Standard stock items

Note) 1. Please see page 14-21 for recommended cutting conditions
2. All cutters are supplied without inserts.
3. Please see page 22 for tightening torque of modular head
4. Please see page 8 for procedure of mounting insert.
5. All cutters are supplied without wrench & MOLY since February 2019 for our stock production.
6. Please see page 13 for the detail of arbor.
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TASZTS—FU)

Line

Q MEE—H (Evis—~vrALF—LBBE vV TT7— 1)
MSN Carbide shank arbor 7 7

BI VRSV TIAT Endmill shank type T BWANLV—R7—/INI A Straight arbor type o
.7—5‘/#7’?19‘3 Through coolant hole .EQE$BDI For high productivity .7—5‘/h/"’th‘=& Through coolant hole .EﬁE$HDI For high productivity

i b - -4 (—

d ee— -

“Indexable Spot facing drill” TLZD type

o g ¢D2: 7—SVhJUE Coolant hole dia.
G‘ #D2 I—S5YI7RE Coolant hole dia 3| ————
3|

e

i |
P |

¢Ds he|

@Ds hé

BTAYA 5—:’&‘\/15—’\“/'\%% For the exclusive use of modular head TLZD type

W& HE ~ti& (mm) Dimensions E8(ke) % £ <t (mm) Dimensions ER(kg

Cat. No. Stock |¢Ds| 21 | L |eD1|MD |eD2| Weight Cat. No. Stock | ¢Ds L MD oD2 | Weight
MSN-M6-15-S16C [ J 15| 60 0.15 MSN-M8-87S-S14C [ ] 14 87 M8 4 0.16
MSN-M6-30-S16C [ J 16 30 | 80 135 m6| 3 0.19 MSN-M8-137S-S14C [ J 137 0.26
MSN-M6-50-S16C (] 50 | 100 ’ 0.23 @ A—H—TERES Standard stock items
MSN-M6-80-S16C ® 80 [130 0.28

) EVAS—AYROEEMHFINLIE22R—IZTBRIIES V.
@ A—H—FEEEG Standard stock items

Note) Please see page 22 for recommended tightening torque.

BE—HMOZOMDS A>Ty FFTESHS
Please scan the following QR code for the other MSN arbor.




1‘% ;—E t)J =l 7% ﬁ: Recommended cutting conditions

@ TLZDR(EV2S5—~wk) @)
TLZD type (modular head)

// DIJET

40 10 1,590 100 40 10 1,590 100 40 10 1,590 80
60 10 1,590 60 60 10 1,590 60 60 10 1,590 50
80 10 1,590 60 80 10 1,590 60 80 10 1,590 50
50 11 1,490 110 50 11 1,490 110 50 11 1,490 90
70 11 1,490 90 70 11 1,490 90 70 11 1,490 70
110 11 1,490 60 110 11 1,490 60 110 11 1,490 45
50 11 1,390 105 50 11 1,390 105 50 11 1,390 85
70 11 1,390 85 70 11 1,390 85 70 11 1,390 65
110 11 1,390 55 110 11 1,390 55 110 11 1,390 40
50 12 1,310 100 50 12 1,310 100 50 12 1,310 80
70 12 1,310 80 70 12 1,310 80 70 12 1,310 60
110 12 1,310 50 110 12 1,310 50 110 12 1,310 40
50 13 1,240 100 50 13 1,240 100 50 13 1,240 75
70 13 1,240 75 70 13 1,240 75 70 13 1,240 55
110 13 1,240 50 110 13 1,240 50 110 13 1,240 35
60 19 1,170 105 60 19 1,170 105 60 19 1,170 85
80 19 1,170 95 80 19 1,170 95 80 19 1,170 75
110 19 1,170 70 110 19 1,170 70 110 19 1,170 65
130 19 1,170 50 130 19 1,170 50 130 19 1,170 45
60 20 1,110 100 60 20 1,110 100 60 20 1,110 80
80 20 1,110 90 80 20 1,110 90 80 20 1,110 70
110 20 1,110 70 110 20 1,110 70 110 20 1,110 60
130 20 1,110 50 130 20 1,110 50 130 20 1,110 40
60 21 1,060 95 60 21 1,060 95 60 21 1,060 75
80 21 1,060 85 80 21 1,060 85 80 21 1,060 65
110 21 1,060 65 110 21 1,060 65 110 21 1,060 56
130 21 1,060 45 130 21 1,060 45 130 21 1,060 35

Ve @ tDHERE Cutting speed £ : BHEUKRE Overhung length  H @ BRATURS Max. drilling depth 1 : EEREREE Spindle speed VA : iXWREE Feed speed f:XWE feed rate

A LOFRBER

1. EEROEHIRMHETEEMN T TORSERLTVE T SEREN TOBEE ERBEHB0 FKE TIHEDREZE40~80%ICFIF TSV, Ko MARABEN0° L ETIFXDEEZ20~50%I|C FFTLZE L,

2. FER ORISR EKB IR Z ERUICBEDRE T Y . A DBE(F, T7 JO—(CTHD S SFHREMEZTOTIEE L),

3. NRED LEEHDBEI EDOREZH 13 DBEF T UL TINRATY TMIIC LD FHEXDERISEVKIERUTTEALZE L,

4. BEDIFTEFE A

5. HHIM OMEPT—IRIEECLD WD FHRUFUDEEHSBOET . [TENEXT 2] [EEICEN DL [TI0 FEEFEDIC KD TEMRIR] DAEEMENGOFEI DT, [EDZE LF2) [R7 Y TMLIEEETL.
B0 FZSHILTEE L

6. INTES. EEICHIDIEUDFELET T 3 LLIFP21 ZTBRLEE L,

Attention for use

1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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. In case of drilling depth over recommendation value H, machine guide hole or use step feed for breaking chips.

4. Horizontal milling is impossible.

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

6. Please see page 21 for machined form by TLZD.
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TASZTS—FU)

*% ZE t)J ‘ﬁu 7% ﬁ: Recommended cutting conditions

@ TLZDR(EV25—~wk) @)
TLZD type (modular head)

“Indexable Spot facing drill” TLZD type

2/9
L€ o= TEH !
MR (8S400) (850C) (SKD61,SKD11) (SCM440)
Work W 180HBLLIT HE280HBLLIT WA255HBLLIT #x280~350HB
material Mild steel Carbon steel (C50) Die steel (1.2344,1.2379) Alloy steel (1.7223)
(Below 180HB) Below 280HB Below 255HB 280~350HB
Ve - - -
(m/min) 70(p14~¢32) 70(p14~932) 70(p14~¢32)
0.04~0.06(¢p14) 0.04~0.06(p14) 0.03~0.05(p14)
f 0.04~0.08(¢p15~¢18) 0.04~0.08(p15~¢18) 0.03~0.06(¢15~¢18)
(mm/rev) 0.04~0.09(¢19~$23) 0.04~0.09(¢19~$23) 0.04~0.07 (p19~$23)
0.06~0.12(¢p24~¢28) 0.06~0.12(¢p24~¢28) 0.05~0.09 (¢p24~¢$28)
0.06~0.14(¢29~¢32) 0.06~0.14(p29~»32) 0.06~0.11(¢p29~¢32)
RULER ) H n % ) H n Vi ) H n Vi
D(r?lqlrgi)a. (mm) (mm) (min-') | (mm/min) (mm) (mm) (min-) | (mm/min) | (mm) (mm) (min-!) | (mm/min)
60 22 1,010 90 60 22 1,010 90 60 22 1,010 70
80 22 1,010 80 80 22 1,010 80 80 22 1,010 60
22 110 22 1,010 60 110 22 1,010 60 110 22 1,010 55
130 22 1,010 40 130 22 1,010 40 130 22 1,010 35
60 23 970 85 60 23 970 85 60 23 970 70
80 23 970 75 80 23 970 75 80 23 970 60
23 110 23 970 55 110 23 970 55 110 23 970 50
130 23 970 35 130 23 970 35 130 23 970 35
70 24 930 110 70 24 930 110 70 24 930 85
100 24 930 85 100 24 930 85 100 24 930 75
24 150 24 930 65 150 24 930 65 150 24 930 55
180 24 930 55 180 24 930 55 180 24 930 45
70 25 890 100 70 25 890 100 70 25 890 80
100 25 890 80 100 25 890 80 100 25 890 70
25 150 25 890 60 150 25 890 60 150 25 890 50
180 25 890 50 180 25 890 50 180 25 890 40
70 26 890 100 70 26 890 100 70 26 860 80
100 26 890 80 100 26 890 80 100 26 860 70
26 150 26 890 60 150 26 890 60 150 26 860 50
180 26 890 50 180 26 890 50 180 26 860 40
70 27 830 95 70 27 830 95 70 27 830 75
100 27 830 75 100 27 830 75 100 27 830 65
27 150 27 830 55 150 27 830 55 150 27 830 45
180 27 830 45 180 27 830 45 180 27 830 85

Ve : YRR Cutting speed £ : ZHUKRS Overhung length  H : RATUES Max. drilling depth 1 : EEHEREE Spindle speed  VF: XWSEEE Feed speed  f: 3XWE feed rate

A EDFRER
LTSRS TEE M T COFRMERL TV T EREMN TDBEE ERBEHB0 K TIREDEEZEA40~80%IC FIF T LW, Fe MERBEN30 U ETIFXDEEZ20~50%ICFFTLLEE L.
SIS KBIEIEIRZ ERLIOSEDORETY . EXOBEE. T7 JO—(CTHID FHRFMBZTOTIEE L,
ECHOEL EDREZESH I3 DBE B TIUNIZTINZATY IMLICRDYIDS FEEFDERI S HENK SFRL TTHERLLEE L,
4. HEDIFTET Ao
5. {REIM OUEPLD—IRRELC LD DS FHRIBVDIBEDGOE Y [NEHEAT D] [EEICEN DL [FIDFEHEEDIC KD TEMIE] OREEMNGOEFI DT, [EDZ LIFD| [ZFvITMLIEEZTL.
P10 FZHWIL T RZE L
6. MITH. REICHIDIEUNRELF T . 3 LLIFP21 ZTSHRRLIEE L.

Attention for use

1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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. In case of drilling depth over recommendation value H, machine guide hole or use step feed for breaking chips.

4. Horizontal milling is impossible.

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

6. Please see page 21 for machined form by TLZD.
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// DIJET

70 28 800 95 70 28 800 95 70 28 800 75
100 28 800 75 100 28 800 75 100 28 800 65
150 28 800 55 150 28 800 55) 150 28 800 45
180 28 800 45 180 28 800 45 180 28 800 35

80 29 770 105 80 29 770 105 80 29 770 85
110 29 770 85 110 29 770 85 110 29 770 75
130 29 770 75 130 29 770 75 130 29 770 65
150 29 770 70 150 29 770 70 150 29 770 55
180 29 770 45 180 29 770 45 180 29 770 45

80 30 740 105 80 30 740 105 80 30 740 85
110 30 740 85 110 30 740 85 110 30 740 75
130 30 740 75 130 30 740 75 130 30 740 60
150 30 740 70 150 30 740 70 150 30 740 50
180 30 740 45 180 30 740 45 180 30 740 40

80 31 720 100 80 31 720 100 80 31 720 80
110 31 720 80 110 31 720 80 110 31 720 70
130 31 720 70 130 31 720 70 130 31 720 60
150 31 720 65 150 31 720 65 150 31 720 50
180 31 720 40 180 31 720 40 180 31 720 40

80 32 700 100 80 32 700 100 80 32 700 80
110 32 700 80 110 32 700 80 110 32 700 70
130 32 700 70 130 32 700 70 130 32 700 60
150 32 700 60 150 32 700 60 150 32 700 50
180 32 700 40 180 32 700 40 180 32 700 40

Ve : §IHIEREE Cutting speed £ : Z2EBURT Overhung length  H @ RATGRS Max. drilling depth 1 : EEHEE Spindle speed Vi : &R Feed speed i XWE feed rate

R EDFREE

1. EEEORETHIRMHSTEEMN T CORMERL TVE T SEREMN TOBEE ERBEHNB0FKE TIHERDEEZE40~80%ICFIFTLEE W, Fe ERAEN30 UL TIEHXDHEEZ20~50%I|C FIFTLIEE L,

2. FEE DRI MBI IR Z R LIS S DRE T T RXDBS(F T7 JO—(ICTHD FHREMEZTOTIEE L,

3. NRED LEEHDBEU EDORES ZH 13 DIBEF TTUNITZTIN AT Y TMIIC KDDL FHEEDERISEV K IFBUTTEALEE L,

4. BXDIFTERE Ao

5. WHIM DM P T —IRIEEC LD WD FHRFUDEEDSBOET  [NEMNMEAT 2] [EEICHFN DL [YIDFEHEEDICK D TEMIR] OABEMNSGOFI DT, EDZ LFZ] [ZT Y ITMLIEEETL.
IO FEHHILTLIEE L,

6. I REICHIDIEUDRELE T B LIFP21 ZTSRLZE L,

Attention for use

1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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.In case of drilling depth over recommendation value H, machine guide hole or use step feed for breaking chips.

4. Horizontal milling is impossible.

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

6. Please see page 21 for machined form by TLZD.
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TASZTS—FU)

“Indexable Spot facing drill” TLZD type

*% ZE t)J ‘ﬁu 7% ﬁ: Recommended cutting conditions

@ TLZDR(EV25—~wk) @)

TLZD type (modular head)

4/9
TUN—KA4R ey _
I oy (FC/FCD) A7 L AR
Work HEX40HRCTRE (Bt e (SUS304)
material Mold steel (P21) (GG, GGG) Stainless steel
40HRC
(m/YTcﬂn) 40(p14~¢32) 100(¢p14~¢32) 100(p14~¢32)
0.02~0.06(¢p14) 0.02~0.07 (p14)
: oot CotnsdiEply
L 0.04~010(g24~28) 0.02~012(p24~$28) DB RR )
0.05~0.13(¢p29~¢32) 0.02~0.13(¢p29~»32)
RULER ) H n % ) H n Vi ) H n Vi
D(r?lqlrgi)a. (mm) (mm) (min) | (mm/min) (mm) (mm) (min-!) | (mm/min) (mm) (mm) (min-!) | (mm/min)
40 10 910 50 40 10 2,270 160 40 10 2,270 80
> 60 10 910 20 60 10 2,270 100 60 10 2,270 50
80 10 910 20 80 10 2,270 100 80 10 2,270 50
— — — — 110 10 2,270 50 — — — —
50 11 850 58 50 11 2,120 180 50 11 2,120 80
15 70 11 850 45 70 11 2,120 150 70 11 2,120 65
110 11 850 25 110 11 2,120 90 110 11 2,120 45
50 11 800 50 50 11 1,990 170 50 11 1,990 70
16 70 11 800 40 70 11 1,990 140 70 11 1,990 60
110 11 800 20 110 11 1,990 85 110 11 1,990 40
50 12 750 50 50 12 1,870 160 50 12 1,870 70
17 70 12 750 40 70 12 1,870 130 70 12 1,870 60
110 12 750 20 110 12 1,870 80 110 12 1,870 40
50 13 710 45 50 13 1,770 150 50 13 1,770 65
18 70 13 710 85 70 13 1,770 120 70 13 1,770 58
110 13 710 20 110 13 1,770 75 110 13 1,770 35
60 19 670 50 60 19 1,670 155 60 19 1,670 60
80 19 670 40 80 19 1,670 135 80 19 1,670 50
19 110 19 670 30 110 19 1,670 105 110 19 1,670 40
130 19 670 20 130 19 1,670 75 130 19 1,670 30
= = = — 180 19 1,670 30 — — — —
60 20 640 50 60 20 1,590 150 60 20 1,590 60
80 20 640 40 80 20 1,590 130 80 20 1,590 50
20 110 20 640 30 110 20 1,590 100 110 20 1,590 40
130 20 640 20 130 20 1,590 70 130 20 1,590 30
— — — — 180 20 1,590 30 — — — —
60 21 610 50 60 21 1,510 140 60 21 1,510 55
80 21 610 40 80 21 1,510 120 80 21 1,510 45
21 110 21 610 30 110 21 1,510 95 110 21 1,510 85
130 21 610 20 130 21 1,510 65 130 21 1,510 25
= = — — 180 21 1,510 25 — — — —

Ve : tDHERE Cutting speed £ : BHUKRE Overhung length  H @ BRATURE Max. drilling depth 1 : EEHEEE Spindle speed  VA: iXWREE Feed speed f:XWE feed rate
fEALOFREIE
1. LEEDIZEYIHIR A I TFEEMNT TORMZRLCTVE T ERENTOBE . ERBEN30 K ClIIHEDEEZ40~80%ICFIFTLEE V. Fe ERAEN30° U L TIFXDEREZ20~50%ICFFTIREEL,
DIZLELNHIR A KB EVHRZER U EDORET T ERDBEIE T7 JO—(C TS FREDLEZITOTIEEL,
3. JUFEH EREHDEM EDFEZH(FDBEF T L ZEITIN AT Y TIMIICEDYID S FEFD RIS IENK SFRL TTEALEEL,
4. EXDIITEF R Ao
5. #REM DEBE P —IFRIEECKD FIDKFHRUBFUDEEDBOET . [TURNIEXRT 2] [ZEICIFEH DL VIO FHEXDICK DT EMRIE| DEIREMHGOE I DT, [EDZ EFD) [ AT TIMI FEZITU.
IO FZHIIL T RE L,
U AT VU AT OB EE XD Z EIFYI0 FZ 5 I DI TIEREAETT O T, YIEIREZ _EFIXDZTIF T, DIEh ot In< FZHUL T EE LY,
6. NTH. KEICHIDEUDRELF T . 35 LLIFP21 2T RLIEE L,

n

Attention for use
1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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. In case of drilling depth over recommendation value H, machine guide hole or use step feed for breaking chips.
4. Horizontal milling is impossible.
5. In case of long chips evacuated, adjust above conditions by increasing Feed speed (Vf) or using step feed for breaking chips.
But, in case of machining stainless steel, not recommend to increase Feed speed for breaking chips. Please increase cutting speed (Vc) and reduce Feed speed (Vf) so that bellows-shaped chips can be occurred.
6. Please see page 21 for machined form by TLZD.
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60 22 580 45 60 22 1,450 135 60 22 1,450 55
80 22 580 35 80 22 1,450 115 80 22 1,450 45
110 22 580 25 110 22 1,450 90 110 22 1,450 35
130 22 580 15 130 22 1,450 65 130 22 1,450 25
— — — — 180 22 1,450 25 — — — —
60 23 550 45 60 23 1,380 130 60 23 1,380 50
80 23 550 35 80 23 1,380 110 80 23 1,380 40
110 23 550 25 110 23 1,380 85 110 23 1,380 35
130 23 550 15 130 23 1,380 60 130 23 1,380 25
— — — — 180 23 1,380 25 — — — —
70 24 530 56 70 24 1,330 150 70 24 1,330 56
100 24 530 45 100 24 1,330 120 100 24 1,330 45
150 24 530 30 150 24 1,330 85 150 24 1,330 35
180 24 530 20 180 24 1,330 75 180 24 1,330 35
— — — — 200 24 1,330 35 — — — —
70 25 510 50 70 25 1,270 145 70 25 1,270 50
100 25 510 40 100 25 1,270 115 100 25 1,270 40
150 25 510 30 150 25 1,270 80 150 25 1,270 30
180 25 510 20 180 25 1,270 70 180 25 1,270 30
— — — — 200 25 1,270 30 — — — —
70 26 490 50 70 26 1,220 140 70 26 1,220 50
100 26 490 40 100 26 1,220 110 100 26 1,220 40
150 26 490 30 150 26 1,220 80 150 26 1,220 30
180 26 490 20 180 26 1,220 70 180 26 1,220 30
— — — — 200 26 1,220 30 — — — —
70 27 470 50 70 27 1,180 135 70 27 1,180 50
100 27 470 40 100 27 1,180 105 100 27 1,180 40
150 27 470 30 150 27 1,180 75 150 27 1,180 30
180 27 470 20 180 27 1,180 65 180 27 1,180 30
— — — — 200 27 1,180 30 — — — —

Ve : GRS Cutting speed £ : Z2HBURT Overhung length  H @ BRATGRS Max. drilling depth 1 : EEHERE Spindle speed  VF: 3EWEEE Feed speed 1 3XWE feed rate

A EDFEBR
1. EEEDRAETHIRMHETEEMN T TORBERLTVE T (EREMNTOBEE (ERBEHB0KE TIHEDEEZE40~80%ICFF TSV, Ko MERABENS0 U ETIEHXDEEZ20~50%I|C FFTLIEE L,
2. FER ORISR SKBMEIRIRZ ER LB EDRE T Y . RADBE(F, T7 JO—(CTHD S SFHREMEZTOTIEE L),
3. FNRED LEEHDBEU EDORE ZH 13 DIBEF T U LZTINRATY TN IIC KDY FHERDERISEV K IFRUTTEALZE L,
4. BXDIFTERE Ao
5. WHIM DM P T — IR ECLD WD LFHRFUDEEDSBOFT . [NEHEAT 2] [EEICHEN DL [YIDFEFDICK D TEMIR] OAEEMNSHOFI DT, [EDZ L(F2] [RT Y TMLIEEZTL.
IO FEHELTIEE L,
UL AT VU RENTOBEEGEDZ LFYID 25 M9 DM TIEREE T DT YIEREZ EIFEDZ TS T Do leID< 2 HU TR E W,
6. IS EEICHIDIEUDFELE T 3 LLIFP21 ZTBHLEE L,

Attention for use
1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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. In case of drilling depth over recommendation value H, machine guide hole or use step feed for breaking chips.
4. Horizontal milling is impossible.
5. In case of long chips evacuated, adjust above conditions by increasing Feed speed (Vf) or using step feed for breaking chips.
But, in case of machining stainless steel, not recommend to increase Feed speed for breaking chips. Please increase cutting speed (Vc) and reduce Feed speed (Vf) so that bellows-shaped chips can be occurred.
6. Please see page 21 for machined form by TLZD.
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*% ZE t)J ‘ﬁu 7% ﬁ: Recommended cutting conditions

@ TLZDR(EVa5—~vik) @)
TLZD type (modular head)

“Indexable Spot facing drill” TLZD type

(Y4°]
TUN—R 4 $ESE _
I BELED (FC/FCD) A7 L AR
Work HX40HRCTEE s i (SUS304)
material Mold steel (P21) (GG, GGG) Stainless steel
40HRC
(m/\{;in) 40(¢p14~¢32) 100(p14~932) 100(¢p14~¢32)
0.02~0.06(¢p14) 0.02~0.07 (¢p14)
. L
L 0.04~010(g24~28) 0.02~012(p24~$28) LG ge)
0.05~0.13(¢p29~¢32) 0.02~0.13(¢p29~»32)
RUILERE ) H n % 2 H n Vi /) H n Vi
D(r?ﬂrgi)a‘ (mm) (mm) (min!) | (mm/min) | (mm) (mm) (min) | (mm/min) | (mm) (mm) (min-1) | (mm/min)
70 28 450 45 70 28 1,140 130 70 28 1,140 45
100 28 450 35 100 28 1,140 100 100 28 1,140 35
o8 150 28 450 30 150 28 1,140 75 150 28 1,140 25
180 28 450 20 180 28 1,140 65 180 28 1,140 25
— — — — 200 28 1,140 30 — — — —
80 29 440 55 80 29 1,100 140 80 29 1,100 45
110 29 440 45 110 29 1,100 110 110 29 1,100 45
29 130 29 440 40 130 29 1,100 100 130 29 1,100 40
150 29 440 30 150 29 1,100 90 150 29 1,100 30
180 29 440 20 180 29 1,100 55 180 29 1,100 30
= = — = 210 29 1,100 20 = = = =
80 30 420 50 80 30 1,060 135 80 30 1,060 40
110 30 420 40 110 30 1,060 105 110 30 1,060 40
30 130 30 420 35 130 30 1,060 95 130 30 1,060 35
150 30 420 30 150 30 1,060 85 150 30 1,060 30
180 30 420 20 180 30 1,060 50 180 30 1,060 30
= = = = 210 30 1,060 20 — — — —
80 31 410 50 80 31 1,030 130 80 31 1,030 40
110 31 410 40 110 31 1,030 100 110 31 1,030 40
31 130 31 410 35 130 31 1,030 90 130 31 1,030 35
150 8il 410 30 150 Bl 1,030 80 150 Bil 1,030 30
180 31 410 20 180 31 1,030 50 180 31 1,030 30
— — — — 210 31 1,030 20 — — — —
80 32 400 50 80 32 1,000 130 80 32 1,000 40
110 32 400 40 110 32 1,000 100 110 82 1,000 40
32 130 32 400 35 130 32 1,000 90 130 32 1,000 35
150 32 400 30 150 32 1,000 80 150 32 1,000 30
180 32 400 20 180 32 1,000 50 180 32 1,000 30
= = — = 210 32 1,000 20 = = = =
Ve : tIHIERRE Cutting speed £ : ZHURS Overhung length  H : BRATUES Max. drilling depth 1 : EEHEEE Spindle speed VA 3XEREE Feed speed  f: 3XWE feed rate
ERLOEERE
1. L& RAEUJ ISR S TBEMN T TORMGZRL CVE T AEREMN OB EF ERAEDB0 K TIFEDREZA40~80%IC MFTLZEWV. FeERABEN30° L L TREDREZ20~50%ICFIFTLEE L,

SIHISRAH KB IR Z ERA LSS DORET Y EROBEE. T7 JO0—(CTD FRFDBZT TS L,

3. JUREH LEHDEM LDORS ZH(FBBEE TN T ZT SN AT Y IMTICKDEID FEEEDERT S IEN K SFRL TTEALIEE LV,

4. EEDFTEEE A,

5. WHIM OEEP D —IRRIEECED, IO FHRIFVDIZENBOEY . [TUEDIEAT 2 [EECFH DL [FID FEEDIC LD TERIHE | DAIREENBOFT DT, [EDZ LIFD] ATy ITMITILEZETL.
IO FEDHILTIEE L,
122U 2T VU ZMIN T DB EE XD Z LIFYID< 25 I DI TIEREETY DT AIHIREZ LIFIEDZ TS T Dihiofef I FZHU T EE L,

6. JITH. REICHIDIZUNRELF T . ¥ LLIFP21 ZTSHRRLIEE L.

Attention for use
1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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
3.1In case of drilling depth over recommendation value H, machine guide hole or use step feed for breaking chips.
4. Horizontal milling is impossible.
5. In case of long chips evacuated, adjust above conditions by increasing Feed speed (Vf) or using step feed for breaking chips.
But, in case of machining stainless steel, not recommend to increase Feed speed for breaking chips. Please increase cutting speed (Vc) and reduce Feed speed (Vf) so that bellows-shaped chips can be occurred.
6. Please see page 21 for machined form by TLZD.
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Ve : tDEERE Cutting speed £ : ZRHEUKRS Overhung length  H : BATUERS Max. drilling depth 1 : EEHEEE Spindle speed VA XWEEE Feed speed  f: 3XWE feed rate

A LDFRBER

1. EEROEIHIRMHETEENMN T TOFREERLTVE T SEREN T OBEE ERBEHB0 KE TIHEDREZE40~80%ICFIFTILE W, Ko MARABEN0° U ETIFXDEEZ20~50%I|C FFTLEE L,

2. FER ORISR SKB IR Z ERUICBEDRE T T . A DBE(F, T7 JO—(CTHD S FHREMEZETOTIEE L,

3. NRED LEEHDBEL EDOREZH 13 DEEF T/ UL TINZATY TMIIC LD FHEXDERISEVKRIERUTTEALZE L,

4. EDIFTEFE Ao

5. {HHIM OMEPT—IRIEECLD WD FHRBUDEENBOET . [TUENEXT 2] [EEICEN DL [TI0 FEEFDIC LD TERIR] OAEEMNGHOFEI DT, [EDZE LF2) [R7 Y TMLIEEETL.
IO FEHHLTIEE L,
U AT VU AENTOEBER XD Z LFYID< $Z 5 M DM TIEFEE T DT, YIHEREZ LIFEOZE TS T Do letID< 2 HU T L,

6. IS EEICHIDIEUDRELE T 3 LLIFP21 ZTBRLEE L,

Attention for use
1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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. In case of drilling depth over recommendation value H, machine guide hole or use step feed for breaking chips.
4. Horizontal milling is impossible.
5.In case of long chips evacuated, adjust above conditions by increasing Feed speed (Vf) or using step feed for breaking chips.
But, in case of machining stainless steel, not recommend to increase Feed speed for breaking chips. Please increase cutting speed (Vc) and reduce Feed speed (Vf) so that bellows-shaped chips can be occurred.
6. Please see page 21 for machined form by TLZD.
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“Indexable Spot facing drill” TLZD type

1‘% & t]J il % ﬁ: Recommended cutting conditions

@ TLZDR(EV25—~wk) @)
TLZD type (modular head)

M EDFERIA

1. LEEDOFEELIHISRMAHETEEMT TOREZRL TV T EREMNTIOESE EREEN30° KB TIE
EDREEA0~B0%ICTFTLEE Ve Fe MERBEHZ0LLE TIFEDEEZ20~50%ITIFTLE
L.

2. FRORE IR KB EIHIRZERALICEE DR TY . ZXDBEF. T7JO—ICTYOL TR
FIMRZETOTLEE L,

3. RS H LR HOEM EORS ZH1F B E R TN Z TSN AT Y TMTIC KDDL FEEEFbZEET S
FVKSFBUTTERLEE L,

4 BXDIFTEL B Ao

5. IREIMDEE P T—IFRIEEIC KD WD FHRUBUDEENBOEH T, [TENEAY 2] [EECIEH
DL IO FHERDIC KD TEIIE] DRAIREMNBOEI DT, [ED%Z LIFD) [RF Y TMTIEEETL.
IO FESHILTIEE L,

6. JITHs, REICHIDIEUNRELEF T 5 ULIFP21 ZTSRLEE L),

Attention for use

1. Above cutting conditions are for drilling flat surface. In case of drilling slope, 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)
0 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.In case of drilling depth over recommendation value H, machine guide hole or use step feed for breaking chips.

4. Horizontal milling is impossible.

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

6. Please see page 21 for machined form by TLZD.

Ve : HIBIREE Cutting speed £ : 2HBURT Overhung length  H @ RATGRS Max. drilling depth 1 : EI¥5EREE Spindle speed  VF: 3EWIREE Feed speed 1 3XWE feed rate

0 HIDFEUAZIX Machined form by TLZD
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&2 $21~$26.5 0.05~0.07
% 5 $27~$32.0 0.06~0.08




R E

Line up

Q EI15—ANYR{EHLDFEEIE Attention

// DIJET

A EIaS5—AvEF BUFIFERFDEE Attention to mounting head and MSN/ MGN shank arhor.

BEY 15— AYRFEDFIFFNE Tightening procedure

;&R Cleaning
EIVAS—AYR F—IVBEY vV I 7 — /N [TEE—&] (BbU
KBRF—IVI+2TI7—N[TEEG-Body)) DffFtEEZE L7
—ICTERLIEE L,

Remove dirt and chips with air from the connecting thread and face of
modular head and MSN/MGN shank arbor.

@IR$E Initial Tightening

FHOICT. EIVa25—\vRiFEES —IVBEY v VI 7 —
NITEE—®] (BULEBRF—ILIvVIT7—/N[TBEE
G-Body|) iENHzBF TRFEH LTI ZE L,

Tighten by hand until the head and the shank arbor faces touch.
@AM F T YT Final Tightening

ML RO—=ILANFTBHULIFERR/INF (DSTA ) IC
T HRENVIETH K EOERE BAHHD LT EE W BR
SN At G rara A

Tighten slowly with torque control spanner wrench or DIJET DS type spanner
wrench and confirm that there is no gap.

D RS E S ICIREICBRREN S HIRETARDH T D &L
RUBKVIRETT BERENHIE T,

Attention : Final tightening without initial tightening cause connecting thread damage.

A\ EEEIE ot

1. ZNFIFML7ar 00— RINF B ULIFERR/NVF (DS
I4 ) S ERAEE VATV IBEZESRLIZEW),

2.Z2NF & ot FAmIC <K W EBERS B TARDHLEE L,

3.EVASAYREA—IVBEY vV I T —/\N[TEE—# (B
LLIGRF =)L+ T7—/\[TEEIG-Body)) DifEZEE
ST EENBRVT EZERLSIEE L,

Note) 1. Only use the torque control spanner wrench or DIJET DS type spanner wrench.

2. Please gently apply pressure on wrench.
3. Please confirm that there is no gap between MSN/MGN shank arbor and modular head.

flHIx ORIV ZEfE W(mm)
Thread Tightening torque Spanner size
M6 8.0N'm 8¢
M8 16N-m 10, 12¥
M10 16N*m 14,15
M12 20N*m 17,19
M16 25N*m 22, 26

) 1. ANFRBEYAS—AYRFFICEHBLTBUF Ao
2. MLZ3vhO—LZANFE ET 25 —AYROZHEIR (W) EBS (O) [CLUiBEN:
YA XAEBBEELREVNWEEIV 15— AYRTERR—IBR),
(RNFICESTIR>BEHEENBRBERDBENHIET,)
3. ZEEW=86L<LI312 GXENBR) DEI1S5—AYRICDOEXL TR FAR/NS
DS-86LLIFDS-12Z2THBLTHIET
Note) 1. Modular heads are supplied without spanner wrench.
2. In case of choosing torque control spanner wrench, confirm that the wrench
size is match to the dimensions W & C of each modular head.
(There are some cases that modifying the thickness of spanner wrench is necessary)
3. ¢ mark shows: DIJET have a stock of DS-8 and 12 type spanner wrenches.

Aﬁﬁlﬁl—ﬁ (BEYa2S—AYRBAFA—IVBEY v+ I 7 —I\)EERFDESR Selection of "MSN Carbide shank arbor"
HEQ16BDEI 15 —AYREFERT 3ESI AESVTmMmLl LEZOMVWEE—BEEBEL TIEE L,
YUK FT DO HAHC KL FEE— BN IS T BB HIET,

In case of using modular head over ¢16mm, please select MSN carbide shank arbor that diameter (¢D1) is 1Tmm or
more smaller than modular head (¢Dc). A wrong selection causes damage to the carbide shank.

¢Dc—pD1=1mm TEE

TRE—EDEE: ¢D1

MSN carbide shank
neck diameter

EI21S5—NYROHFE ¢Dc

JUFS5R0.5mmB EHE

Clearance necessary
more than 0.5mm

I7JO0—DFERAZEH#ELET,
Coolant or air blow is recommended for
flushing the chips.

Modular head tool diameter

A REFHRILI NDE T FEFDER Caution for the mounting to shrink fit holder.

F—IVBEY v I 7 —NTEE—®] EEV 15— NYRZREEHRIVI TERT BEEF. EI15—\YRZRFTU
T, [TEE—#) DHZEFREE(FHUTERIFIFTIREV,, AYROERUFFIF I, REFDEICIT>TIREE L,

When you use a carbide shank and a modular head on the shrink fit holder, please shrink fit the only carbide shank without
mounting a modular head together. Please mount a modular head after shrinking fit operation.

) ANYREMIFIEFFRELHDZETSENAYRPA VT =R ETNICLKLKBRBIENBIFT,

Note) In case of shrink fit MSN shank + modular head together, it will be difficult to loose due to heat desipation.
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‘ ( 0L = A -
> Tzl IEH#HIX2AL DIET INDUSTRIAL CO., LTD.

& tt T547-0002 ARRmFEXINFER2TEH1E185 AT A

;EL. 06(6791)67811’%; FAX. 06(6793)7221

Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan

1S09001

Phone: 81-6-6791-6781 Fax: 81-6-6793-1221 JQA-2089 JOA-EM1580
EARR
WRRXZIE (FREARE S KRR IS (KPR =SSR
T221-0835 #H| | |EEmEs| XSRS T o6& 4 $53%ME)L5F TH547-0002 KFRMTFEHXMER2TE1E 185
TEL. 045(290)5100 FAX. 045(312)0066 TEL. 06(6794)0216 FAX.06(6794)0217
WtREsRE SR BLESEZRR
T373-0818 #HERAHM/\EARIG 1 48 T732-0053 LEmRXEEN2E 105 UJLEEI01S
TEL. 0276(45)8588 FAX.0276(46)7446 TEL. 082(536)3712 FAX.082(536)3742
Bl&EZFT«4R BELAT4X
T983-0852 AT =EmE XS T H2&E3% T939-8096 EILMfaAR17&E205 EEFE"E)L 1-B
TEL. 022(299)0528 FAX. 022(299)3270 TEL. 076(425)5171 FAX.076(425)5187
B2 EXE (BT EZESXFR BERESSR
T466-0034 ZhEMBEMXEEE] 1 TBE39& 2 T =)UHZRT1F T547-0002 KRMFEHXMER2TH1E185
TEL. 052(851)5500 FAX.052(851)8311 TEL.06(7223)8565 FAX.06(7223)8566
BE £ T 3% TH547-0002 KERMFEXMER2T HI1E185 TEL. 06(6791)6781 FAX.06(6793)1221
H=E F ¥/ 75180205 == EFEMFEEE7/58-14 TEL. 0595(52)2800 FAX.0595(52)2841

HME B # I & T7584-0022 AMRFEEMHHEHIERST H18&235 TEL. 0721(23)2700 FAX. 0721(23)2705

LR

DIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)
Immermannstr.9 40210 Diisseldorf, Germany Rm 1-302, No.27 Dongfeng Road, Jinjiang District, Chengdu, 610065, China
Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 Phone. 86-28-8511-4585 Fax. 86-28-8511-2758
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)
699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,
Khet Suanluang, Bangkok 10250, Thailand Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Phone. 86-27-8773-8919 Fax. 86-27-8773-8959
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) IDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)
Room No.712 Tomson Commercial Building., 710 Dongfang Rd., 322, ARCADIA Hiranandani Estate, Patlipada, G.B. Road,
Shanghai 200122, China Thane (W) 400 607, India
Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Phone. 91-22-4012-1231 Fax. 91-22-4024-0919
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) IDIJET Incorporated (U.S.A.)
Rm.903, No.98, Zhenan East-Road, Changan Town, Dongguan City, 45807 Helm Street, Plymouth, MI 48170 U.S.A.
Guangdong Provence 523850, China Phone. 1-734-454-9100 Fax. 1-734-454-9395

Phone. 86-769-8188-6001 Fax. 86-769-8188-6608

BEST ) — 01— ) ey
https://www.dijet.co.jp 0120-39-81-39 Fixiosr0s-1230

9:00~12:00. 13:00~17:00 (£ -H-H#B=R<)

SEALDFEE ITesR2CTEAVRERLSIC

OTENBLIEIKMG TEALBVTREEV, @OKETREFEPRITDH D TEIFERULEVNTLEE L,

@I TOREL BEMECKB T HICTERLLREE LV X REEFPRENN—ZETERLES L,

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 EMKIF URDIHFERLKEET D ENHET . Specification shall be changed without notice.
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