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Deep hole drilling for machining
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Deep hole drilling for machining Made to order
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* Notch type improves coolant flow
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\ /’ * Guide placement with improved the guide effect and burnishing
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* Divide chips with different step blades
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= Breaker shape that distributes the concentration of stress and
smoothly discharges chips
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= The integrated structure of the shank +
driver, It is more rigid tham pipe material




-ﬁg*ﬁ ($effitH : SER TV T IR

- RABRITICKY /v TFRDO IS DRENE D A L EfERE

* Fluid analysis confirmed improve flow of notch type coolant
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Coolant flow by fluid analysis (at tool rotation)
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* Notched fluid analysis results in a high—speed, swirling flow of
cutting fluid, or “tornado spin.”

This phenomenon is thought to improve the
cooling effect and improve chip emission.
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* The shape of the driver part can be customized.
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= This is the standard type. If no reguest instructions, we provide this standard type.
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= 2 guide pads

@ Type-02
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* Cross hole type. Two guides arranged in series to accommodate cross holes.
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* 4 guide pads

@ Type-03
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= This type is also compatible with inclined cross holes, with two guides in line and
one behind the cutting blade.
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ow to calculate dimensions when ordering

OAL

LCF

®

LU LF LS

DCON

® AH—FbF Insert
@ HA K Guide pads
@ WESHXY (A4 —KrAE) Screw forinsert
@ &Y (HA4 FB) Screw for guide pads

2ROBHAZE OAL
LU+LF+LS=0AL
DC
$16.00-¢18.00| ¢ 18.01-¢22.00| $p22.01-¢25.00| ¢25.01-¢ 29.00
LF 54mm 55mm 58mm 58mm
DCON Driver illustration LS
b 20 50mm
@b 25 3 éﬂ 55mm
Sy
@} 32 60mm
I LS
b 40 70mm
(1)
DC=20
LU=300mm
DCON=25 3004+55+55=410 OAL=410mm

% IVZVJRARYIL MAX 28K 600mm &7z £,
% The total length of the machining drill MAX is 600 mm.
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-ﬂ' —b Insert

19012199-SR TYPE

S

SRZA 7 (SRtype)

IER& NE "E & mm EHR
DC(mm) TYPE material W1 LE S D1 RE LF screw
16.00 - 19.00({ 16001900-SR 12.00 10.00 2.50 M3 (3.2) | NH36.5L
19.01 - 21.99( 19012199-SR VP15TF 14.00 11.50 3.00 04 (3.8) NH3 7L
22.00 - 25.50| 22002550-SR 16.50 13.50 3.50 M4 ' (4.3) | NH4 7.5L
25.51 - 29.00] 25512900-SR 18.50 15.50 4.40 M5 (4.7) | NH5 10L
A > — kD I1SO &1, A=+ TL—H—

The ISO material range of insert Insert Breaker
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VP15TF — High sharpness design
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Sharpness Reinforcement



G-0528(19-) TYPE

TE® E ME ~tiE mm IEHRD
DC(mm) TYPE material Wi1 INSL S R screw
16.00 — 19.00| G-0528(16-) 75 BFTX02505N

. 20. 2.
19.01 — 21.99| G-0528(19-) NK2 5.00 0.00 50 90 BFTX02506N
2200 - 2550| G-0730(22-) 10.5

7.00 26.00 3.00 NH3 7L
2551 - 29.00| G-0730(25.5-) 125

HARIRYFDRTE EF M a4

Selection and life expectancy gauge of a guide pad

KAARNYMNIERERTY WA, UIHIEE. VIHERICEYREEMAELET,
2 Guide pads are consumables The life expectancy changes big by a work material,
cutting condition and cutting oil.
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If the point part wears away about 70 %, please make
them reversed and change a corner.

-*’) Screw

NE ik mm | #ETRLY | LUF -5
NH4 7.5L TYPE TYPE L (N*m) Key Note
BFTX02505N 4.5 1.0 M25
L BFTX02506N| 5.5 1.0 S il
NH3 65L | 65 10 W
NH3 7L ] 1.0 M3
NH4 7.5L 1.5 3.5 T15 M4
NH5 10L 10 5.0 T20 M5




Options
<= Shim seat
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=, E ®E & mm
v TYPE material t
= G-0528 SUS 0.1
G-0528 SuUsS 0.05
G-0730 SuUS 0.1
G-0730 SUS 0.05
G-0528 TYPE

Y LY— hERAVCRORERE

G2H A F

G1H A F

A

ESEUES
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2. MIFOIEKRKREEZEREL. ZEBETEVLL—FDEAERET S,

FE MAKOBRIE., HEHIMICKYELGYETH
20~30 4 mERAATLZELY,

il MIARED16.08%FEHS
X 20.03mm+RAM15.95=F AL $ 15.98
$16.08-$16.98=0.1(> LAS—FDEH)
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‘ﬂ]ﬁ'ﬂ%ﬁ Standard cutting condition

$16.0-$29.0

Diameter range from 16.0 to 29.0mm

AR wY  metric

1EIRE Y F=YEYF=(mm/rev)

1so WA s ® m @mxnp) | THBE F UL & (mm)
Material Condition Hardness(HB) cu‘:ﬁ;" :“.n.a 16.00~ 18.40~ 22.00~ 25.60~
& =P 18.39 21.99 25.50 29.00
SS400. S10C-S25C JEBEAN 5|38Y A1 0.1-0.3% 125L0F
AN 0.3-0.55% | 125-200 60-110
Bt S30C-S55C
0a;;:n*steel BEAN 0.3-0.55% 250LLF 0.03-0.15 | 0.03-0.20 | 0.05-0.20 | 0.08-0.20
High carbon steel
JEBEAN 055-0.8% | 180-220
SK 50-100
BeAN 055-08% | 275LLF
FEBEAN 2004 60-110 0.03-0.15 | 0.03-0.20 | 0.05-0.20 | 0.08-0.20
. e%u . Scr.SCM.SNCM
ow alloye
iy 09 SMn.SMnC 200-300
(alloying slement<5%) SUM.SUJ.sUP BEAN 50-90 0.03-0.15 | 0.03-0.20 | 0.05-0.20 | 0.08-0.20
300-350
el FEFEAN 275 F
High alloyed Castiron SKD.SKT.SKS.SKH 50-90 0.03-0.15 | 0.03-0.20 | 0.05-0.20 | 0.08-0.20
Tool steel #Ah 350LLTF
PES KA 17%0 L%
- SUS430.SUS403 40-80
sf;,’;:,',’ﬁf: SUS410.SUS440C TILTFUHALFR 13%7 8 L% 0.03-0.10 | 0.03-0.10 | 0.03-0.10 | 0.05-0.15
SUS304
F—RTFALFR JAL-ZvTILFR 35-70
FC100-FC200 [:350 ] 223LLF
:"ﬁ*“.”‘ 50-90 0.03-0.15 | 0.03-0.20 | 0.05-0.20 | 0.08-0.20
ray cast iron e
FC250-FC350 =R 277TLLTF
FCD350.400.450.500 PES RIS 155-220
f’j."m".“’" 40-90 0.03-0.15 | 0.03-0.20 | 0.05-0.20 | 0.08-0.20
uctill cast iron
FCD600.700.800 1I85—51+% 240-265
: FCMB.FCMW IxS5MhFR 140LLF
M7 U7 7L gk 50-90 0.03-0.15 | 0.03-0.20 | 0.05-0.20 | 0.08-0.20
alleable cast iron
FCMP IR—51+F 270LF
AC1B.AC5AACTA Si~1% 50-60
== o
I\f"‘._ Lt AC2A AC3A AC4C.AC8A Sil~12% 75-90 60-130 0.03-0.15 | 0.03-0.15 | 0.05-0.20 | 0.08-0.25
uminum alloy
AC9AAC9B Si=~13% 130LLF
JEPb 100
]
Bronze
FAPb=1% 90 60-130 0.03-0.15 | 0.03-0.15 | 0.05-0.20 | 0.08-0.25
HElEE =
Gopper alloy MPb=1% 110
. FeR—2 200-280
" bl 10-50 0.03-0.08 | 0.03-0.10 | 0.03-0.13 | 0.03-0.15
ear resistant super alloy
Ni/CoR—ZR 250-320
S MmFa Rm400 15-70
FoUESR - » - -
T il a Rm950 0.03-0.10 | 0.03-0.13 | 0.03-0.13 | 0.03-0.15
15-60
a+BER Rm1050

-RITRSNF-BIEX, I &Y., FRARBLEEICIVERLEFTBRELTEALTTSL,

These datas may be different because of cutting conditions and work materials, etc.




WE D Lt# Comparison of a chip
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WEM7 ;% How to use

1. /By RIMIAARAMNI)
L/D=15BEDNMIRENDNREMIL TZELY
ANINIAZE DB R+0.03~+0.05mm(HEEE+0.01~+0.03mm),

1. Pilot drilling (guide drilling)

Machine a hole with a machining depth of about L/D=1.5
Approximate hole processing tolerance +0.03"+0.05mm
(recommended: +0.017+0.03mm).

2. J—FUMERIBLTZELY,
2. Supply coolant.

3. TEZEDYENIOYRREIIEALTDD
T E#DoKYEERSE TS,

3. Slowly insert the tool into the pilot hole and rotate the tool slowly.

. L/D=1.0f A S CATRIESE TS,
. Stop when L/D=1.0 is inserted.

. VIHIEERZRIIRL TS,
. Start the cutting rotation.

. UIRIEY ERRL TKEZELY,
L/D=2.0f2EF TEEZEYD0REELLT
BV OEHMAD)DZEY REZEEL T,
. Start the cutting feed.
Reduce the feed rate at the bite (inlet) to about 80% of the
normal feed until L/D = about 2.0.

1. BEENRDGE/UY— DN EBADTLIC
WEIM DR ITHSBMIBE TEYZLEH T,
RETURN 1. In the case of a through hole, stop feeding at a position
— . .
where the outer periphery (A) of the insert does not completely
— come out of the work material.

8. tIEIEEREL, V—F MERRELE,
8. Cutting rotation stopped, coolant supply stopped.

9. KUILERT,
9. Put the drill back.
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QUM ALY T ICIXEERF THOSLEL TS,
RENN—PREAFT I GEDREEEHEAL TS,
FHERICERYFHF TSN,
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RYOCO SEIKI CO.,LTD.
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TEL: 0889-59-1200
FAX: 0889-59-1222
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TEL: 03-5600-8881
FAX: 03-5600-8883

TEL: 052-872-1351
FAX:052-872-1350

TEL: 06-6538-7001
FAX: 06-6533-0897

TEL: 06-6745-3551
FAX: 06-6747-6560

TEL: 0761-24-1051
FAX: 0761-24-1054

TEL:079-221-5750
FAX: 079-221-5751
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TEL:092-482-8932
FAX: 092-476-1954

TEL: 0285-31-0285
FAX: 0285-28-9777

TEL: 06-6746-6018
FAX:06-6745-3707

TEL: 06-6538-3027
FAX: 06-6538-2616

TEL: 0859-46-0980
FAX: 0859-46-0981

TEL: 03-3742-6663
FAX: 03-3745-3741

N

T739-0153
LERRLEETE/IITEMH 2-26
TEL: 082-429-2055

FAX: 082-429-2066

HER - BEEEIEWEBIZT
URL: http://www.ryoco.co jp
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