oIglbIiE E8 AME(IY EtY) / SPMG or SPGG

T-Drill 2IHE DBl m  PMK N
ce = Zl5=(mm) 20171 / MBS
IC S | RE | D1 h M30 / AK540 | P20 / AK530 | AK10
SPLIG 050204 5.00 | 2.38 | 0.4 | 2.25 o) o) o)
SPLIG 060204 6.00 | 2.38 | 0.4 | 2.61 o) o) o)
SPLIG 07T308 7.94 | 3.97 | 0.8 | 2.85 o) o) o)
SPLIG 090408 9.80 | 4.30 | 0.8 | 4.05 o) o) o)
SPIG 110408 11.50 | 4.80 | 0.8 | 4.45 o) o) o)
SPLIG 140512 14.30 | 5.20 | 1.2 | 5.75 o) o) o)
[} A2 (p500| &) EZ
2 (w500l ¢) 5 THUE ME| ZEOIE £
Hjo|# () 2xD 3xD 4xD 5xD 6xD 8xD or 9xD
CHTE 13.0-80.0 TDR-2.. TDR-3.. TDR-4.. TDR-5..
PROCUT 10.0-50.0 | SP..-2D-C.. | SP..-3D-C.. | SP..-4D-C.. | SP..-5D-C..
apK 13.0-50.0 B6-2.. B6-3.. B6-4.. B6K-5..
18.0-30.0 B6T-6.. B6T-9..
KOREA 13.0-80.0 | STD-V..20D | STD-V..30D | STD-V..40D | STD-V..50D
TECHNICS | 18,0-30.0 FXD-..40D FXD-..60D | FXD-..80D
+x+ PROCUT 010.0~12.0 722 SPMG04T1025 ALZBILIC}.
*++ BPK2| B6T E}2|T} KOREATECHNICS FXD E}2|2 njE ME ZOIE =8 |L|C}.

#»+ CHTEY CHAE (0500|142 2.5xD, 3.5xDE A E F}E2|X| E}] 2lL|C}.
+»» KOREATECHNICS CHAE (0500|242 2xD, 3xD, 4xDE TME FIE2|X| E}Y lL|C}.



B6-2D, 3D, 4D /B6K - 5D E2! ZAH|OJE} 5620, 30, 4085k 50 cutingDete

Material S_i_’.eéd Feed 0]= (mm/rev)
E =
T2 (/min)  0125~815 o155~0215 $22~9275 028~933 o34-~g4l  g42~g50

Hetazt
(-025%)
(Unallyed stee)

SIERAZE
0.25%-) 160~220 006~0.12 | 008~0.15 | 0.10~0.18 | 012~022 | 012~024  013~025
(Low-alloy stee)

re) i
Horel

(-HB300)

005~008 006~010 006~0.12 007~

008~0.15

006~012 008~014 010~018 012022 012~023 013~024

_ (Low-dloy stee))

=g

LUCECORN 130-180  006~0.10 006~0.12  008~015 009~016 0.10~0.17 0.11~019
(High-alloy steel)

170~240 005~0.10 006~0.12 008~0.15 009~0.16  0.10~017 0.11~019

si=2

Grey cast ion 180~250 006~0.12 | 008~0.16 | 012~020 015~025  0.16~028 0.18~030

S tice

€ ironyuim 130~200 006~030 008~015 010~018 012~020 015~023 0.16~025

330~380 | 006~0.14 | 0.08~0.15 | 0.10~020  0.12~022 | 0.14~023 0.15~026

30~60 005~015 006~014 008~018 010~022 012~022 014~024

B6T - 6D, 9D E& ZAH|OJE} s6r6p, 90 il cutting Dtz

)

g/av 'de ‘ac-94)

9

(e1ea bumnd |Ua a6 ‘a9 - 194/ ds - M qe-
13lolbiy® =06 d9-1949/AdS-X94/av dE Aae

Material S_E‘Ed Feed 0|& (mm/rev)

% (m/min) 518~025 $26~530
130~190 0.06~0.10 0.07~011
130~190 006~0.10 0.07~0.11
100~140  006~010 007~0.11
60~100 | 005~007 = 005~007
60~110 0.04~007 0.04~0.11

o152 Grey @t ron ~130~19%0  007~013 007~015
| ARSI Cast iron with nodular cast 004~0.13 007~0.15
0~30 0.04~006 007~0.12
0.04~006 0.06~0.12
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B6 EEéI 7I%ZI-E B6 Drill Technical data

Recommended coolant supply for B6 drill

W S A 23 BAQYS SIS0 BILIC
It is important to ensure that the recommended coolant pressure is applied.
- BARY0| FE A EE 7ISA| E2HO| B0 S+ 4 H0| E=EELCE
Low pressure can cause vibration and reduced tool life
-2D, 302 22 2|4 4kg/cm 0|0 4D, 5DC] AL 2|4 Skg/cm ILICH
The recommended minimum pressure is 4Kg/am for 2D and 3D and for the 4D and 5D minimum
recornmended pressure is Skg/cm

4! AH| M3 HAIR 9 Net power consumption & coolant

A A 72 o
fi-._ Net power consumption . 15kw
z 10 f= 0.25$mmfrevg
= ko f=0.20(mm/rev
=
S Sw / f=0.10(mm/rev)
1 1 1 1

2125915 220 ©30 @40 50

Drill diameter(mm)

A0 >0
Coolant volume E jg zig
E - )
& 3xD
= 2xD
o
=
|
o
8 1 1
125 15 20 25 30 35 40 45 50
Drill diameter(mm)
=A| WAl Trouble shooting
d His o EA4IE - SiZE
The Problems of chip evacuation " Solution
HSHI|ARRY
Soft materials =
P ZERAZH 252
Low carbon steel ﬂ Alloy Steel
ZaEOREY  —> N
Long chip A Carbon steel
SUs
=|H 0% =k o1&
speed 1 feed speed t feed ™=

o=
ENRUE =2 A

LI EL & Increase coolant pressure
2d = = :
%} Short or tight chip 5|H 1 S

speed feed



B6 EEE'I 7|%XI'E B6 Drill Technical data

A ZIIA| MY Set-up

B 2E 718 - TARE 3~6mm? 12 EEE o = 20{(Core)?t 37|71 0.2~0.7mm =h=A| 1510 £4A L.
One first hole - plase retract the drill after drilling to a depth of 3~6mm and check it has produced
asmall core within 0.2~0.7mm

2HoF T0{(Core) 7| AHEE| A EQUTHH -Ol= QIME IREO|LE 7t8A| BES 2l AR 4= lsUCH
if & core is not created : It can cause insert breakage and vibration when is drilling operation.
- C212 180k 33610 CHA| Al=of0] 24A|2.

Please reverse the drill body 108 degrees in tool post and try again
gtk A0(Core)7F 21 37| - [0J(Core)T7 |7t 21 77} =5 SAIRES 28610 A2
(0.2~0.7mm)ECt = mj: Please adjust offsets to bring core to correct size
If core size is a higher than - SAI2EZ2010| 712A| DFESIR T2 SIS 05| T £ Q)AL T}
recommended values : Failure to do this, it can cause overload and vibration during drilling

OFH 39| AFgE Safety precaution

FO| AfgE: - MBIjM BE 2GS S AL ATHDIsk)0| BO{AM L7HH BAko| 20|
Precaution : HIMEl &~ QoL BIEA| OFM HHE ARSSHUAIR.

On a stationary driling application, there is a risk of acddents caused
by the disc being thrown from the parts.

N

(eyep [eoiuyda] A 99 ) TRl 2= 99
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B6 EEéI 7I%ZI-E B6 Drill Technical data

+ B6, B6K HI=I&AF Hole botton shape of B6, B6K dirill
Drill Diameter

caigy) Insert a
©13~015 SPMG 050204 04
016~021 SPMG 060204 05
©22~027 SPMG 07T308 05
®28~033 SPMG 090408 06
034~04 SPMG 110408 0.3
042~050 SPMG 140512 10

- Choose the shortest possible drill for best performance and productivity results

- B6, B6K E& F+H-ZZ} The hole tolerance of B6, B6K dirill

Drill Diameter

c=g7) 2xD 3xD 4xD 5xD
@13~@215 0.10~+0.15 -0.10~+0.18 -0.15~+0.20 -0.15~+0.25
@22~-050 0.10~+0.15 -0.12~+0.20 -0.15~+0.25 0.15~+0.30

x ESat= EE0] 20|, jARE, 28|, 752 H S0f T2f 20742 & QIELICH
% The length of drill, kind of workpiece, machine stability, and cutting condition could affect the hole tolerance.

« B6T X &M B6T Setting View
@ @

Soft Steel

1.0 _ 1.2 1.2 1.5
12 14 14 1.7

s Turbo drill works on P, K, M as B6, BeK drill. Pilot drill is only for guiding center.
Cutting is be SPMG insert.

ﬂ 2+ Steel MA Sus m =& Castiron m HiZ 2% Nonferrous metals



