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High efficient and stable drilling is realized in various scenes

such as inclined surface and curved surface!
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Counter Boring Inclined Surface Thin Plate

FEhinT
Semicircular Hole

RONRDBIE
Correction of Eccentric Hole

N

INDAER

&

1

i

i
burrless

INUMER

burrless

/-4

HEE@MT
Through Hole
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RENRMI
Cross Hole

oYy xy IR
TORERINT
Drilling of Shoulder
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Angled Holes
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Pre Hole for Threading
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SV IARNERE (PAT.P)

The improvement of sharpness in each size by
best thinning shape. (PAT.P)

FINT—2 DT, NNLHEE!

(¢ 2.6 LLEICEF/E)

Stable hole machining by adopting double margin. (over ¢ 2.6)

LEIEEED SO ZFARICHk DIGIEEFINDII AT

Long neck design improves tool rigidity and realized accurate drilling.
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Spiral Thinning
(p1~029)
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Double Margin

I T =0 (#8144 : SUS304]  Machining Data [Material : SUS304]

T—IH%4 X »10X20mm

Work size

EENR(¢6)
Blind hole

& 6.024mm
Hole diameter

FENEB(92)

Semicircular hole

#ELR(03)
Through hole

JHEEHI EIUF !
Hole precision : H9 (JIS)

/WUBEEHFILIE
DI EXFLET

Realization of drilling
with burr improvement.

A 3.016mm

Hole diameter

£ 2.020mm
Diameter

F

Triple Thinning
(93~ 0¢6)

(NP =274

PNIERGL ¢BIEE R ¢3@LIT o2 EnMT
Cutting part Blind hole Through hole Semicircular hole
MIMERHR | HEHETD) FIBISAE () )
Machining position Cylinder end Cylinder peripheral F f “('j
shape face (Flat) (Curved surface) e;]%r?accyel([lllaetg
7 — 7 [ElgR
N FrE ROMIE ROIE RMIE RIE
Hole position Work rotation Central position Eccentric position | Eccentric position
center position
ERIa MFD 06 MFD 03 MFD @2
&4 [min'
el 1,600 2,500 2900
EORE
[mm/mim] 80 40 35 15
Feed
1ElERx ) &
[mm/rev] 0.05 0.016 0.014 0.005
Feed per revolution
ITRE &FA3mm(1D) | &A6mm(2D)
Cutingdeptn | 12MM2D) | Vi 3mm (D) | Max 6mm 20) | 4mm(2D)
Ve 2N IR
Coolant Water-insoluble fluid
INTRFFE 117 BT X277 | #F13F X4 | #920F) X 8EFR
Cutting time 11sec 8secx2Holes 13secx4Holes 20secx8Parts




#HREISY MRU MUGEN-COATING Flat Dril

iR 180° (75w k)
Point Angle 180° (Flat)

oD hs
@d nhs
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ORECHEL EMIEDHRERDT. RELARHIIMINTEET, .2 | L
O5HEEES Y NIARIRETT .
OEN ODMFIHETRETTY o
Stable drilling is realized in various scenes such as inclined surface and curved surface! s =
High efficiemgcounter boring. [EEPARISONT]
Possible to reduce rear burr. FREDEA (V) IFERICRY £ HWEHIM EFBOFEHOE
ENBEHE B TRATOERZEEOLET.
# = Bk FREAS (Neck Shape)
Material Micro Grain Carbide y °is reference value.Tool measurement required
7 OB ) in order to avoid interference to the work material.
Number of Flutes
A-F4>7 E\EI—F127
Coating Mugen Coating PASINT
hlhA 30°
Helix Angle «»
BT (FE - mm / fli4& 0 /)
* BRI GHICDE % L TRPEVEDE L £EL,)
31— RNo. (D)ER® (2)BR (L)ETER | (RETE (V)& v o’ LeE IREEATAR
Code No. Dia. Flute Length Under Neck Taper LengthLength Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
04-00230-00100 1 2 3 0.95 9° 4 55 6,100
04-00230-00110 11 2.2 8.8 1.05 9° 4 55) 6,100
04-00230-00120 1.2 2.4 3.6 1.15 9° 4 55 6,100
04-00230-00130 1.3 2.6 3.9 1.25 9° 4 58 6,100
04-00230-00140 1.4 2.8 4.2 1.35 9° 4 55 6,100
04-00230-00150 15 3 4.5 1.45 9 4 58 6,100
04-00230-00160 1.6 3.2 4.8 1.55 9° 4 55 6,100
04-00230-00170 1.7 3.4 5.1 1.65 9° 4 55 6,100
04-00230-00180 1.8 3.6 5.4 1.75 9° 4 55 6,100
04-00230-00190 1.9 3.8 5.7 1.84 9 4 55 6,100
04-00230-00200 2 4 6 1.94 9° 4 55 5,400
04-00230-00210 2.1 4.2 6.3 2 9° 4 60 5,400
04-00230-00220 2.2 4.4 6.6 2.1 9° 4 60 5,400
04-00230-00230 2.3 4.6 6.9 2.2 9 4 60 5,400
04-00230-00240 2.4 4.8 7.2 2.3 9° 4 60 5,400
04-00230-00250 25 5 7.5 24 9° 4 60 5,400
04-00230-00260 2.6 5.2 7.8 2.45 9° 4 60 5,400
04-00230-00270 2.7 5.4 8.1 2.55 9° 4 60 5,400
04-00230-00280 2.8 5.6 8.4 2.65 9° 4 60 5,400
04-00230-00290 2.9 5.8 8.7 2.75 9° 4 60 5,400
% 04-00230-00300 3 6 9 2.85 9° 6 60 5,400
% 04-00230-00310 34 6.2 9.3 2.9 9° 6 60 5,800
% 04-00230-00320 3.2 6.4 9.6 3 9° 6 60 5,800
% 04-00230-00330 33 6.6 9.9 3.1 9 6 60 5,800
% 04-00230-00340 34 6.8 10.2 3.2 9° 6 60 5,800
% 04-00230-00350 35 7 10.5 3.3 9° 6 60 5,800
% 04-00230-00360 3.6 7.2 10.8 3.4 9° 6 60 6,100
% 04-00230-00370 3.7 7.4 11.1 &5 9° 6 60 6,100
% 04-00230-00380 3.8 7.6 114 3.6 9° 6 60 6,100
% 04-00230-00390 3.9 7.8 11.7 3.7 9o 6 60 6,100
% 04-00230-00400 4 8 12 3.8 9° 6 60 6,100
% 04-00230-00410 41 8.2 12.3 3.9 9o 6 60 6,500
% 04-00230-00420 4.2 8.4 12.6 4 9° 6 60 6,500
% 04-00230-00430 4.3 8.6 12.9 41 9 6 60 6,500
% 04-00230-00440 4.4 8.8 13.2 4.2 9° 6 60 6,500
% 04-00230-00450 4.5 9 13.5 4.3 9 6 60 6,500
% 04-00230-00460 4.6 9.2 13.8 4.4 9° 6 60 7,000
% 04-00230-00470 4.7 9.4 14.1 4.5 o 6 60 7,000
% 04-00230-00480 4.8 9.6 14.4 4.6 9° 6 60 7,000
% 04-00230-00490 4.9 9.8 14.7 4.7 9 6 60 7,000
% 04-00230-00500 5 10 15 4.8 9° 6 60 7,000
% 04-00230-00510 5.1 10.2 15.3 4.9 o 6 60 7,400
Y% 04-00230-00520 5.2 10.4 15.6 5 9° 6 60 7,400
% 04-00230-00530 5.3 10.6 15.9 5.1 9 6 60 7,400
% 04-00230-00540 5.4 10.8 16.2 52 9° 6 60 7,400
% 04-00230-00550 5.5 11 16.5 5.3 o 6 60 7,400
% 04-00230-00560 5.6 11.2 16.8 5.4 9° 6 60 7,700
% 04-00230-00570 5.7 114 171 5.5 9° 6 60 7,700
Y 04-00230-00580 5.8 11.6 17.4 5.6 9° 6 60 7,700
% 04-00230-00590 5.9 11.8 17.7 5.7 9 6 60 7,700
% 04-00230-00600 6 12 18 5.8 - 6 60 7,700

F+—4—%% BMFDEZD)ZHERLTTE. X (y)EBEMETY.

Il When you order, indicate MFD (D). (y) is referrence value.



5F Shinminamioi Bldg., 1-13-5, Minamioi, Shinagawa-ku, Tokyo 140-0013 Japan
NS TOOL CO,LTD Tel. +81-3-3763-4619 (Export Dept.)  Fax. +81-3-3763-2280

MFD mﬁ“*ﬁ%ﬁﬁ Recommended Drilling Conditions

) re] AL ATV LA FIIZILAE FIWIZILBLEAHAN
Work Carbon Steels Alloy Steels Stainless Steels Aluminum Alloy Aluminum Alloy Die Casting
Material S50C SCM440 SUS304 A5052 ADC

YIREE
Cutting 60~75m/min 55~70m/min 20~30m/min 60~145m/min 60~125m/min
Speed

EIORH | ey |1EEVE | R | ) |1V EUBREN | oo [1MEEVE | EVORER | o) e |1HRVE| EIBRHA | o oo |16V

B & Spindle Feed per Spindle Feed per Spindle Feed per Spindle Feed per Spindle Feed per
Dia. Speed Feed Revolution Speed Feed Revolution Speed Feed Revolution Speed Feed Revolution Speed Feed Revolution

min® |mm/min|mm/rev| min' |mm/min | \mm/rev| min" |mm/min|mm/rev| min® |mm/min|mm/rev| min"' |mm/min|mm/rev

1 19,000 250 | 0.013 |18,000| 180 | 0.01 6,500| 35 0.005 [20,000f 360 |0.018 |20,000| 300 | 0.015
2 10,500| 370 | 0.0385 |10,000| 200 | 0.02 3,600| 35 0.01 20,000| 720 | 0.036 |20,000| 600 | 0.03
g 8,000 430 |0.054 | 6,800, 300 |0.044 | 2,500| 40 0.016 [15,000| 1,000 | 0.067 |13,000| 760 | 0.058
4 6,000 430 | 0.072 | 5200| 320 |0.062 | 2,400, 60 | 0.025 [11,000| 1,000 | 0.091 |10,000| 760 |0.076
5 4,800 430 | 0.09 4,200| 320 |0.076 | 1,900, 60 0.032 | 9,000 1,000 | 0.111 8,000 760 | 0.095
6 4,000| 430 |O0. 108 3,600 320 |0.089 | 1,600 80 0.05 7,500| 1,000 | 0.133 | 6,600 760 |0.115

MHERIURE (32D (TE®EX2) T,

¥y —F 2 MIIMIRX f\ JIVBEANTRIERT DR OBELTFEL,

MBI, RVA—BIESEOT—0 050 TRIEEZRL. YHIRGEZHELTTFEL,

MAE. MEAONIE KOFENMIICKEL TE. TRORKZBRICHIHIRMGZHZEL TFE0,

¥ TREERFOIRNISEBAIWA TTF X0,

MINTAHRICHY K TREUDPRETZHAIE. ATV TMIzeEBHLET.

Y= MIKBAEEIEZHRELET.

s#Recommend drilling depth is 2D.

#Coolant must supply correctly to the point of drilling or flute.

*Adjust drilling condition conforming to machine rigidity. holder rigidity and clamping condition.

#Refer below table for recommended drilling condition in case of drilling on curved surface, inclined surface or semicircular hole.

*#Minimize chacking runout.

*When chip can not be disposed, apply step feed.

#%Water soluble cutting fluid is recommended.

IR THIEEER
Recommended drilling Conditions depending on Work Shape
FE (ENB30°UT) FE(ENB30°EBAS) HATE FEIhnT
im Slope (Inclination angle 30° lower) Slope (Inclination angle 30° over) Curved Surface Semicircular Hole
Notes

30" #Bx%
30° UF 30°0ver
30°Lower

/
b

BE EVEE EE | HEH |XURE B X RE BEfE | [EH | EYERE
Dia Feed Dia Spindle Speed Feed Dia Feed Dia Spindle Speed Feed
o1 ~45 70% ¢1~45 80% 50% 61 ~6 90% ¢1~45 80% 40%
$4.6~6 40% ¢46~6 80% 30% ° ¢46~6 80% 30%

b D
HET Bt
Fit - RREXR
T140-0013 RAE#A/IIXEAFH1-13-5 FHmAHEI/SF TEL.03-3763-5621 FAX.03-3763-2280 http://www.ns-tool.com

KEREFR BEEERR REFERR I E%Rm ERERR
TEL.06-6534-4621 FAX.06-6534-4530 TEL.052-332-0087 FAX.052-332-2757 TEL.0268-28-5720 FAX.0268-28-5717 TEL.022-344-3977 FAX.022-344-3455 TEL.092-260-8550 FAX.092-481-3378

L4 NN £ ED;EE  Attention on Safety

1) IE25— X oMYHTERIE. TEORVH LY. ARVHEFICEEMIALVKRIC, THSEE 1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
LTTFaWw, the cutting edges.

2) Yh A EERFTHALVEICLTTEL, 2) Never touch the cutting edges directly with bare hand.

3) TE#EATARIE. WBT3RBRISYETOT. BTHN— - REXH2EEFEALTTFEL, 3) Use safety covers and eye protection, as tools may be broken.

4) FLEHE, TEPHIANSICES>AMEFEALTTEL 4) Use holders, etc. that match the tools and nature of the processing operations.

TEUALEC Loy EEEL. FREMASESICLTTFEN The tool should be firmly attached to the holder to prevent shaking.

5) HEME. LonUEELTTAL, 5) The work male.na\s c!amp firmly. ) )
) TERUHEMOTERE . 555 L HHELTHNTT S0, 6) Make sure of dlmgnsmns gf tools and work ple;es before starting operation.
R ~ N R 7) Itis necessary to adjust conditions according to the dimensions of work materials and the machine.
7) GIHIZRAEE . TP ERRAIC S ST BRI IDENS ET, 8) Select a cutting fluid appropriate to the particular usage. Using a non-water cutting
8) ABICIC U CHIEARERE L TTF &V, RKBMEGIEIREERT 25813 MIBICREET ZAIE fluid could lead to fires due to sparks generated during processing or heat caused by
PHBTEIN, KROBEIFHY ET, BIAMKELTToTFEL, breakage. Ensure that you take proper fire-prevention measures.
9) fEFPICRRE (FIHIE - 8) FRELLBEIE. B5CEHRELEDTTEL, 9) If abnormal sound, etc. occurs during processing, stop the machine immediately.
10) TEDBEIF LEVWT T AL, 10) Don't modify tools.

VEGETABLE
L L J ©IL INK B AHZO7ICIBHOMBEHERE, HE - URD LD FEBERTIHEN TIVET,
16'04 JOA-QMG6095  JQA-EM3712 Specifications may change without notice for improvement.






