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Toglon Hard Long Drills, designed for drilling deep holes in hardened steel (40-72 HRC)
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Toglon Hard Long Drills, designed for drilling deep holes in hardened steel (40-72 HRC)
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IWATA Tool is the first company to introduce deep hole drilling exceeding
20xD in hardened steel (40-72 HRC). b

Toglon Hard Long Drills produce holes with outstanding roundness, -
straightness and surface finish. Hole tolerance of H7 and better are commonly reached

depends on condition.

In hardened steel molds,drill holes for ejector pins can be drilled directly without pilot holes.

Toglon Hard Long Drills reduce machining time reducing delivery time of molds drastically.

Drill lengths up to 50xD are available as standard items.Tools for hole depth exceeding . .
50xD can be made to customer request. WML, Hole Processing
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Toglon Hard Drill & Toglon Hard Long Drill Recommended Drilling Condition
HeEIH 40—50 (HRC) 50—60 (HRC) 60— 65 (HRC) 65L1_E (HRC)
WORK MATERIAL HARDENED STEEL HARDENED STEEL HARDENED STEEL HARDENED STEEL
RUILE  (HIRE| BiEH | 2YE [FVRE | ZTv7 [DHEE| B | 2UE |RVRE| ATy [VHIRE| BEH | 2UE |RURE | RTv7 [YHEE| Rl | 2VE |[RVRE| ATy
DIAMETER  |OUTTNGSPEED| SPEED | FEED |FEEDSPEED [PECKING [CUTTINGSPEED) SPEED | FEED  |FEEDSPEED|PECKING (CUTTINGSPEED] SPEED | FEED  [FEEDSPEED|PECKING |CUTTINGSPEED| SPEED | FEED |FEEDSPEED|PECKING

mm m/min | min™ | mm |mm/min| mm | m/min [ min"* | mm [mm/min| mm [ m/min | min? | mm |mm/min| mm | m/min | min | mm  [mm/min| mm
0.8 26 (10,300 0.02 | 210 | 0.2 20 |8,000( 0.015( 120 | 0.18 | 13 [5,200(0.01 50 | 0.15| 10 |4,000(0.006| 20 | 0.09
1 30 [9,500|0.025| 240 | 03 | 22 |7,000( 002 | 140 | 024 | 15 |4800({0015| 70 | 022 | 11 |3,500|0008| 30 | 0.12
1.5 35 |7,400|0.035| 260 | 04 | 24 |5,100| 003 | 150 | 0.36| 18 |3,800(0.02 80 | 03 13 2800|001 | 30 | 0.15

2 40 |6,400(0.045| 290 | 05 | 30 |4,800| 0.035 170 | 042| 20 |3,200|0.025| 80 | 0.38| 15 |2400/0012| 30 | 0.18
3 40 |4,200(006 | 250 | 06 | 30 |3,200| 0.05| 160 | 06 | 20 |2,100|0.035| 70 | 053 | 15 |1,600/0018| 30 | 027
4 40 |3,200(0.075( 240 | 08 | 30 (2400| 006 | 140 | 0.72| 20 |1,600/0.04 60 | 06 15 |1,200(0.025| 30 | 0.38
6 40 (2,100(0.1 210 1] 30 {1,600 008 | 130 | 0.96 ( 20 |1,100|0.05 60 | 0.75| 15 | 800|0.035| 30 | 053
8 40 |1,600({0.12 | 190 | 12 [ 30 |1,200| 0.1 120 | 1.2 | 20 | 800|005 | 40 | 0.75| 15 | 600{004 | 20 | 06
10 40 [1,300(0.13 [ 170 | 1.3 | 30 [1,000( 0.11 | 110 | 1.32| 20 | 600|0.05 30 | 0.75| 15 | 500|004 | 20 | 06
12 40 |1,100/0.14 | 150 | 1.4 | 30 | 800| 0.11| 90 | 1.32| 20 | 500|0.05 30 | 0.75] 15 | 400|004 | 20 | 06

PIHIRERE LDEES Please observe when choosing the cutting conditions

1.ERIEH<ETEERTY, WRITISGCTEBELTIEEL,
2+DBEKBERET =SV M FAIWI A EERLTTREL,
3RDBEILE) ZHZTIFTFEL,
D= FrevEVI EEREOENGS
4, FERYIHIEAO I THHO EIREE A B X 215818, TEROALY FIVEEHNRET B8 TOBVEERE TTHERTEL,
57—V EHEE EIFTVEEIR. EREFLVRYEEES LTEBELY E A ZOK. TESGHEGITEEISBIET,
6./ VAT YT TORGIFIMIHAEETT, BL. TEROSmmITOBER, FNINT EOMSLULL) TUMDEEZBEIF. RTYvTEANTTEL,
BDV10~2RT v T BIEREFSEEANST LI, AATHANENTEEGHAELELES,

1.The above values are standard conditions. They need to be adapted for optimal use of the tools.
2.For drilling please use ample water soluble coolant or oil mist.
3.Please lower the speed when working conditions are not stable (vibrations, moving of work piece, etc.)
4.If the recommended cutting speed exceeds the maximum speed of the machine used please use the maximum speed of the machine and adjust the other work parameters accordingly.
5.For smoother surfaces please decrease the feed rate (this may cause shorter tool life).
6.Drilling without step cycles is possible. When drilling deeper than 3xD step drilling is recommended for better chip removal. We recommend step cycles of 1/2 to 1/10 of the
tool diamete. Shorter step cycles will improve the chip removal, the cooling of the cutting edges and increase tool life.
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TOGLON Hard Long Drill 20D ALT coating TOGLON Hard Long Drill 30D ALT coating
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Unit,/Size:mm Price:JPY Unit/Size'mm Price:JPY
VAN oo Mo | io /wf;|ﬁm§|ﬁ§n5 2K e %Ffifgﬁem VAN Gl Mo *i 2 /11/7§|ﬁ%§5|7ﬁ§)1§ @LE Stock %Ffigm

TGHDLO.8CBALT20D 08 3 48 184 50 ®  ¥20,000 TGHDLO.8BCBALT30D 08 4 48 264 60 e ¥24000
TGHDLO.9CBALT20D 0.9 3 54 207 50 ®  ¥20,000 TGHDLO.9CBALT30D 0.9 4 54 297 60 ®  ¥24000
TGHDL1CBALT20D 1 4 6 23 60 ®  ¥15000 TGHDL1CBALT30D 1 4 6 33 60 ®  ¥18,000
TGHDL1.1CBALT20D 1.1 4 66 253 60 ®  ¥17,000 TGHDL1.1CBALT30D 1.1 4 66 363 80 ®  ¥20,000
TGHDL 1.2CBALT20D 1.2 4 72 276 60 ® ¥17,000 TGHDL 1.2CBALT30D 1.2 4 72 396 80 ®  ¥?70,000
TGHDL1.3CBALT20D 1.3 4 78 299 60 e ¥17,000 TGHDL1.3CBALT30D 1.3 4 78 429 80 e ¥20,000
TGHDL 1.4CBALT20D 1.4 4 84 322 60 ® ¥17,000 TGHDL 1.4CBALT30D 1.4 4 84 462 80 ®  ¥20,000
TGHDL1.5CBALT20D 1.5 4 9 345 60 ®  ¥17,000 TGHDL 1.5CBALT30D 1.5 4 9 495 80 ®  ¥20,000
TGHDL 1.6CBALT20D 1.6 4 96 368 80 ® ¥17,000 TGHDL 1.6CBALT30D 1.6 4 96 528 80 ®  ¥20,000
TGHDL1.7CBALT20D 1.7 4 102 39.1 80 ®  ¥17,000 TGHDL1.7CBALT30D 1.7 6 10.2 56.1 100 e ¥22000
TGHDL 1.8CBALT20D 1.8 4 108 414 80 ®  ¥17,000 TGHDL 1.8CBALT30D 1.8 6 108 594 100 e ¥22,000
TGHDL1.9CBALT20D 19 4 114 437 80 ® ¥17,000 TGHDL 1.9CBALT30D 1.9 6 11.4 627 100 e 22000
TGHDL2CBALT20D 2 4 12 46 80 ® ¥15000 TGHDL2CBALT30D 2 6 12 66 100 e ¥20,000
TGHDL2.1CBALT20D 2.1 4 126 483 80 ®  ¥17,000 TGHDL2.1CBALT30D 2.1 6 126 693 120 1 ¥24,000
TGHDL2.2CBALT20D 2.2 4 13.2 506 80 ®  ¥17,000 TGHDL2.2CBALT30D 22 6 132 726 120 e1 ¥24,000
TGHDL2.3CBALT20D 23 4 138 529 80 ®  ¥17,000 TGHDL2.3CBALT30D 23 6 138 759 120 e1 ¥24,000
TGHDL2.4CBALT20D 24 4 144 552 80 ® ¥17,000 TGHDL2.4CBALT30D 24 6 144 792 120 1 ¥24,000
TGHDL2.5CBALT20D 25 6 15 575 100 e 17,000 TGHDL2.5CBALT30D 25 6 15 825 120 e1 %¥24,000
TGHDL2.6CBALT20D 26 6 156 598 100 e ¥20,000 TGHDL2.6CBALT30D 26 6 156 858 150 1 26,000
TGHDL2.7CBALT20D 2.7 6 162 62.1 100 e ¥20,000 TGHDL2.7CBALT30D 27 6 162 89.1 150 1 ¥26,000
TGHDL2.8CBALT20D 28 6 168 644 100 e 20,000 TGHDL2.8CBALT30D 28 6 16.8 924 150 1 ¥26,000
TGHDL2.9CBALT20D 29 6 174 66.7 100 e 20,000 TGHDL2.9CBALT30D 29 6 174 957 150 1 ¥26,000
TGHDL3CBALT20D 3 6 18 69 100 ® ¥18,000 TGHDL3CBALT30D 3 6 18 99 150 @1 ¥24,000
TGHDL3.1CBALT20D 3.1 6 186 713 120 e ¥22,000
TGHDL32CBALT20D 32 6 192 736 120 ® ¥22000 Stock ® - - - BEREIS Stocked
TGHDL3.3CBALT20D 3.3 6 198 759 120 e ¥22,000 - EhES /StﬁﬁkM;:k- o Tﬂfjg;‘t.', u{e\cli\liLIleli; SRtec;cl:(eesil
TGHDL34CBALT20D 34 6 204 782 120 e ¥22000 o
TGHDL3.5CBALT20D 35 6 21 805 120 e ¥22,000 X1 BICHEDEVNHDPY LATELUAD OO bEETEET.
TGHDL3.6CBALT20D 3.6 6 216 828 120 e ¥22,000 %1 : Flute lengths (FL) and diameters (¢D) not shown in this table is available upon request
TGHDL3.7CBALT20D 3.7 6 222 851 120 e ¥22000
TGHDL3.8CBALT20D 3.8 6 228 874 120 e ¥22,000
TGHDL3.9CBALT20D 39 6 234 897 120 e ¥22,000
TGHDL4CBALT20D 4 6 24 92 120 e ¥20,000
TGHDL4.1CBALT20D 4.1 6 246 943 150 e ¥26,000
TGHDL4.2CBALT20D 4.2 6 252 966 150 e ¥26,000
TGHDL4.3CBALT20D 43 6 258 899 150 e ¥26,000
TGHDL4.4CBALT20D 44 6 264 1012 150 e ¥26,000
TGHDL4.5CBALT20D 45 6 27 1035 150 e 26,000
TGHDL4.6CBALT20D 4.6 6 276 1058 150 ® ¥26,000
TGHDL4.7CBALT20D 4.7 6 282 108.1 150 e 26,000
TGHDL4.8CBALT20D 48 6 288 1104 150 ®  ¥26,000
TGHDL4.9CBALT20D 4.9 6 294 1127 150 e  ¥26,000
TGHDL5CBALT20D 5 6 30 115 150 e 24,000
TGHDL5.1CBALT20D 5.1 8 306 117.3 200 ¥35,000
TGHDL5.2CBALT20D 5.2 8 312 1196 200 ¥35,000
TGHDL5.3CBALT20D 53 8 318 1219 200 ¥35,000
TGHDL5.4CBALT20D 54 8 324 1242 200 ¥35,000
TGHDL5.5CBALT20D 55 8 33 1265 200 e 35,000
TGHDL5.6CBALT20D 56 8 336 1288 200 ¥35,000
TGHDL5.7CBALT20D 5.7 8 342 131.1 200 ¥35,000
TGHDL5.8CBALT20D 58 8 348 1334 200 ¥35,000
TGHDL5.9CBALT20D 59 8 354 1357 200 e ¥35,000
TGHDL6CBALT20D 6 8 36 138 200 e ¥35,000
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TOGLON Hard Long Drill 50D ALT coating
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Unit,/Size:mm Price:JPY

VAN Code No. |%7§ VPR EE AR e R seincomETnS ST
TGHDLO.SBCBALTS0D 08 4 48 424 80 e1 ¥28000 ER KU y
TGHDLOOCBALTSOD 09 4 54 477 80 1 ¥28000 o
TGHDL 1CBALT50D 1 4 6 53 80 el ¥22000 ~oOv/\— R RUJL20D
TGHDL1.1CBALT50D 1.1 6 66 583 100 e1 ¥24,000 TGHDL1.5CBALT20D \
TGHDL12CBALTSOD 12 6 72 636 100 ®1 ¥24000
TGHDL1.3CBALT50D 13 6 7.8 689 120 1 ¥26000 mIR X X )
TGHDL14CBALTS0D 14 6 84 742 120 ®1 ¥26000 6 1.5mm FEE30mmEE /
TGHDL15CBALTS0D 15 6 9 795 120 ®1 ¥26000
TGHDL16CBALTS0D 16 6 96 848 120 1 ¥26000 I -
TGHDL1.7CBALT50D 17 6 102 90.1 150 1 ¥28000 . *bpek
TGHDL1.8CBALT50D 18 6 108 954 150 1 ¥28000 SKD11 HRCEO
TGHDL19CBALTS0D 19 6 114 1007 150 1 28000
TGHDL2CBALT50D 2 6 12 106 150 1 26,000 S0 umKFDHDH D [CINZ D !

Stock ®1--- EEFESR Wil be Stocked

X1 BICARODEVWHDOP LR THELUNADODOEETEET,
%1 ! Flute lengths (FL) and diameters (¢D) not shown in this table is available upon request

1. FMJOYIN\=FYU=XI[CDWVWT TOGLON® Hard guidelines

{EFAISD;XEm  Application
A. ERT{F#E® Machine requirements

BlEOBVWTERMZFER L T REV, —BIETUNTATIRICKRT 2805 5 BORAS A MBMbOF T,

BRIICSEEAEY RILEBESDFH A

Rigid machines will make best use of TOGLON® Hard tools. Spindle torque should be at least double of the required drilling torque.Special
high-speed spindles are NOT required.

B. kLY — Tool holders

EEADEVWRILY—EERULTEEWV, ES—UVIFvrv I, BERDKRIVI—BEEZHRULET., —HRNIC. FvvF Y IROERVBERFRIEVEDEA
EHDOFEAD, IBNGITPERENGDITOEEEEMRNEENNETT .

Use holders capable of transmitting high torque.We recommend using shrink holders or hydrostatic holders. Generally, high run-out accuracy
is not necessary.Run-out accuracy is required when drilling small diameters, high precision holes or using long tools >= 20xD

C.##h Run-out

TEY vV IET UM MTICT DI ENBETTY, IRNTVLDETRDEIDDHREL. FMHERHICELLDET,
Run-out has a strong effect on both tool life and hole accuracy.

We suggest a run-out on the tool shank (measured just below the holder) of maximum 2-5 um.

D.—52 bk Coolant

KBAEREAAIVZZAMEHRELEF T, TOEENTORIEHHETT,

J—=5V hEEEAALSNIFDE. RORICYDADT RS TIVICHEDTENHDFET . ZOLIFKBEIF. EAAHNONI ST ETHETIEEDHDET,
We recommend oil, water-soluble oil and oil mist. Ample guantities and enough pressure are required. In case of chips re-entering the hole, try
directing the coolant at an angle of 45° or less to the tool axis to ensure that the coolant removes all chips.



2mm UTOIVR, FeFEROD 5 BEUEDORETDIVMNTZ1T5HEE. MJOV/\—R SP Z{ER U UERDTUNIHUNECTT . CNICKDITUEEDH CTHERL.
rSIIWDER, FWmOE LD TRECEDFT, EVF—TUNTICR. RAERDBHRATED 0.6 5~ 1.4 {FFTOY A XT. 90 EHODEEELTLIZEL,
When drilling diameters under 2.0 mm or more than 5xD deep it is necessary to drill a center hole. The center hole will increase tool life and
allow a precise positioning of the hole. For centering please use TOGLON® Hard SP drills with a 90° angle (i.e. 90TGHSP3CBALD) Chose
the diameter of the center drill to be between 0.6 and 1.4 times the size of the drill.

@l : 7T 3mm DS Example: hole diameter 3.00 mm

90TGHSP2CBALT > minimum center drill diameter = 0.6 x 3.0 = 1.8 mm
90TGHSP3CBALT > maximum center drill diameter = 1.4 x 3.0 = 4.2 mm
90TGHSP4CBALT Therefore 90TGHSP2CBALD, 90THGSP3CBALD and 90TGHSP4CBALD are all suitable for

centering a 3.0 mm hole.If possible always chose the diameter closest to the drill diameter.

RUJLZRD 50% EDBRFE TRIBRDTUITZITL). TROREEIC 90 EEEXDEHEA XS ICITLTLREEL,.

Ffe, VvV IBFERTED DK SEIIIFITHREVTLEELY,

Please use 50% of the drill diameter as center hole depth. In the case above, this would be 1.5 mm (50% of 3.0 mm). Avoid drilling to the
diameter of the center drill.

tIHISREDEE Processing Parameters

PHISRHROPMEZIBES UTEREL TLIEEV, —ROSEEMA FUIVICHRZ EBEFERIGESTIH, IV RIIOERZ—Y VID&L S EEEEIE
AETY, —RIWEERIE 20m/min H'5 40m/min BETY ., UIHIRHREGKAEI -5 NeBEICRELTHDFT, IVB (Bmm UT) DBEIF. 41
JVER FTHFEFEEDRETHIHERFTT . FKBEP RSAIIOBEIF 20% H'S 50% BREEETREENDDFT,

Chose the material hardness from the cutting speed table and select a speed in the middle of the values indicated

(i.e. if the chart says 20~40 m/min chose 30 m/min to start).

Cutting conditions in the table are based on water-soluble oil as coolant.

It is necessary to reduce the cutting speeds by 20%-50% in case of oil coolants or dry processing when drilling holes 3 mm and bigger.

G.#*bE (—@iEdilcb) Feed per revolution

REICAEDBTETEIETLZEL,  When drilling deep holes please lower the feed according to the tool lengths:

20D 10% 20xD 10%
30D 20% 30xD 20%
50D 30% 50xD 30%

EDED7EHS 15BOHETRAT Y TBZREL T REELV,, ATy TEHNKEVE JEDRETIDIIMOREIDRLED IMDEDLDED S TILHEEL T,
RUIDHET 2 EDHDFT. AT v TENNEVE, TIHDTIORICESTLFEVW NS JILERDBEDHDFT,

Please chose steps of 7~15 times the feed per revolution.

Long steps will increase the chip lengths and may cause problems if chips get longer than the flute length of the tool. Chips may jam inside
the flute and will cause breakage of the drill. When the step amount is small, chips get very short and may fall back into the drill hole also
causing chipping or even breakage.Please chose steps creating medium long chips according to the work material.

RUILERDICEA SN COEVWRECEROEGS ES &, SEHMRN. NOADOREHERTZEELT,. RULHITIRT 2BEMENGHDF T, ZDfsh. NS
BATHFTIF 500 BEMUTICHIZ. o< ORICEALTLEEV, Fle. GBI [CTMITBE. T—J LANS RUILED 1 8h5 2 EIEETHTIE
LFBICEED, BEICRUIZES|IELTFBEVTL RS, AHEESIE. IHZHEL T, IMORSH RUILDBRELIDDUELBEDKLSIC. A7y TEEHA
BLTLEEEL,

In addition to the center hole we strongly recommend drilling pilot holes with a 10xD drill before using 30xD or 50xD drills. When inserting
the drill into the pilot hole decrease the spindle revolutions to approximately 500 rpm as higher values cause the drills to bend and to hit the
rim of the pilot hole. When the tip of the drill is inside the pilot hole increase the spindle speed to the recommended cutting speed. If using
ISO G83 canned drill cycle, set the retract value to 1-2 times of drill diameter inside the hole (R=-1.5 for a TGHDL 1CBALT30D drill) . Do not
pull the drill out of the drill hole completely. If possible also reduce the fast feed to 50% of the machine’ s standard value to stabilize the
movement during steps.

J. \#&E Tolerance

TSARETT . Ya—MIATERREBRENEBVEIDT, FRELTLIEEL,

TOGLON® Hard regular and long drills are manufactured with a plus tolerance allowing to drill holes in H7 tolerance.

Please take note that TOGLON® Hard short and TOGLON® Hard Miniature drill have minus tolerances and CANNOT drill H7 holes.

B HIES 1%

Suitability for Work Materials ©:---&i# The most suitable O---3# Suitable  A---8] Possible #EE[ Blank- -4 &] Impossible

LR |KER G0 ERE TAR| BANE 1 B GMMEAISE 8 el wosu
1] I aroon (0) eat treate 00| araene ainiess as uctile Itanium |Aluminium : .
%.ﬁ':dIZﬁ:‘ Steel | Steel | Steel | sted | Steel Steel Steel | Iron |Castlron| Alloy | Aloy |Copper|Plastic | Ceramics etc.
roauc o |Paz=7
SCM | SKD | ~40 | ~45 | 45~ w7 H3%
SS | S45C | SCR | SkS | HRC | HRC | HRC | SUS | FC | FDC Al Cu Machinable zgchosnsia
TGHDL-CBALT A © [©) A O
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XA Processing sample
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#HEI+ © STAVAX HRC52+2
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KB MEYEIH

(MOOTGHSP3CBALDIC THIERSINT
IR ¢2.5mm

MIERSE - Tmm

YIEERE © 25m/min

[ElEREL : 3200min!

*EDE : 0.04mm/rev

EDEE - 128mm/min

(@TGHDL2CBALT20DIC TE&7\d (T

IIT& : ¢2mm
IIRE : 40mm
YIEERE © 25m/min
[ElEREL : 4000min!
*EDE : 0.04mm/rev
EDEE - 160mm/min
ATy 78 05mm

(@TGHDLACBALT20DIC TE &N inT

ITE : ¢4mm
MRS - 40mm
YIEIERE : 25m/min
[ElER#K © 2000min’!
#EDE : 0.06mm/rev
EDRE - 120mm/min
A7 v 7& :0.5mm

=R TRt
http://www.sanyo-machine.co.jp/
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@ 17NN TR 80T

OMIH V33 ET S XRHERR

MNIAS Machi

INA RGy7 DB EICERS 30DDRNINT

W&

MDfIBER : 90TGHSP6CBALD
FAILZT A

[ElER# © 1500min’

#*0 g : 0.04mm/rev

ATy 7E 1 0.4mm

JURE 1 2.3mm

Q@EBENH T : 4XL126X ¢ 6XL150
KOy A\—ROYS RUJLEEERIEH
AAII AR

MIE: ¢4mm

[O#&s#% - 1500min!

*EDE  0.04mm/rev

A7y 78 0.4mm

JURE D 121mm

T463-0808

S EFILRKAES “TH901%& 1 (727/ L&t R E-3)

TEL 052-739-1080 FAX 052-739-1084

http://www.iwatatool.co.jp
e-mail:info@iwatatool.co.jp

Techno Hill Nagoya E-3, 2-901-1, Hanasakidai, Moriyamaku, Nagoya

463-0808 JAPAN

TEL +81-52-739-1080 FAX +81-52-739-1084

http://www.iwatatool.co.jp
e-mail:info@iwatatool.co.jp

Processing holes for ejector pins a metal mold
for plastic injection

Work material : STAVAX HRC52+2
WProcessing conditions

Coolant : Water-soluble oil

@Spot drilling with 90TGHSP3CBALD
Diameter : ¢ 2.5mm

Processing depth : Tmm

Cutting speed:25m/min

Speed : 3200min™'

Feed : 0.04mm/rev

Feed speed: 128mm/min

(@Processing through hole with TGHDL2CBALT20D

Diameter : ¢ 2mm
Processing depth : 40mm
Cutting speed:25m/min
Speed : 4000min™'

Feed : 0.04mm/rev

Feed speed : 160mm/min
Step feed : 0.5mm

(@Processing through hole with TGHDL4CBALT20D

Diameter : ¢ 4mm
Processing depth : 40mm
Cutting speed:25m/min
Speed : 2000min!

Feed : 0.06mm/rev

Feed speed : 120mm/min
Step feed : 0.5mm

SANYO GIKEN CO., LTD
http://www.sanyo-machine.co.jp/

HResult
Accurate ejector pinholes could be processed in
hardened steel.
@The processing time per hole:
less than 80 seconds
@®Machine V33i
MAKINO MILLING MACHINE CO., LTD

30D deep hole to axial direction of HSS Tap.

BProcessing conditions
DPositioning : 90TGHSP6CBALD
Oil mist

Speed : 1500min"!

Feed : 0.04mm/rev

Step feed : 0.4mm

Processing depth : 2.3mm

@Through hole drilling : ¢ 4XL126X ¢ 6XL150
Special TOGLON Hard long drill three flutes
Oil mist

Diameter : ¢ 4mm

Speed : 1500min!

Feed : 0.04mm/rev

Step feed : 0.4mm
Processing depth : 121Tmm

iR 72/ DISTRIBUTOR



