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BASAY—RUJLD#EEANT 55 Recommended operation for using TDXL

10DMDIZE For 10D Type
O0SGDVU—5F4JRUILTEYIIVIS (BHDIF) T

Centering by OSG's starting drills
O%imA120° Fcld130° OU—F«+ VI RUIVZERLE T,
#2ERUJL NC-LDS,TIN-NC-LDS

Use 120 or 130 degree point angle starting drills. Recommended drills: NC-LDS, TIN-NC-LDS

15D, 20D. 30DDIHE For 15D, 20D and 30D Type
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Make a pilot hole. Start supplying the coolant.

#ERU)L EX-GDS

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

OO TINITZEAT. MHBELLT—IDES. RULINIHICRELY @OFFEDEEEEIC EIFIIZZAST—1,
bLFENHTH. RUILDRIE. FIBESIERT TaRERN S B . LDS130° I UM TR D%EDEE1%DEL.
KBtV IUVIMIZRELT TS COEE, TDXLOEDERFADONS3DET TUEEH3~EDICELIESEDEEIFS,

RUIVEBDI%DEDEEL, 20K, REROEERNTEDEZ LIFTTEL, Increase the revolution to the designated speed and start drilling.
etz U, C(Di%ﬁ\ ﬂ@EEfEU%(UngO At the start of drilling, set the feed rate to 1% of the drill diameter and
For a vertical machining center. When drilling many holes in a small area with vertical machining ImerEEse e {Bee) Ele Wim e Clpin EEdiEs beiesn S0 ene -0

center. We recommend only centering by 130 degree point angle LDS to avoid chips building up in .
pilot holes, which can cause drill chipping or breakage. When drilling the pilot hole it is // /l
recommended to make the hole 3xD in depth, at a feed rate equal to (Drill ¢x 0.01) per revolution. =< \

Straightness will be less accurate than a comparable operation in a horizontal machining center.
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We recommended to use point angle from 120 degree and over.

TDXLDE®R(D) 1~2%DAT—R7wvF! 3~5DId1%D
D+0.05~0.1mm Increase feed rate to between 1and 2%  Set it to 1%D between 3xD and 5xD
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- 1% — After drilling, move the drill away from the bottom of the hole;

then reduce its speed while pulling it out of the hole.

@TDXLZEEEETHEA (500min'ATF)

Insert the TDXL into a pilot hole with low revolution. (~500min-")
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