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TAgTE_ FIJ,U “INDEXBLE SPOT FACING DRILL” TLZD type

Features
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MIEEERETED ZIRE Improvement of machining efficiency
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A ETI1S5S—AYREDFFFEFD;EE  Attention to mounting head and MSN/ MGN shank holder.

EIAS—A\Y RFiSHFFFIE Tightening procedure

&) i&¥® cleaning

EIAS—AYR F—IVBEY v I 7 —NTRE—#) (BULLERF—ILY+>I7—/\N[TEEG-Body)) DfffEsE L7 —ICT
ER<IEEL,

Remove dirt and chips with air from the connecting thread and shank holder.
2 {R§#&D Initial Tightening
FMOICT.EV 1S —AYRFEES —IVBEY v I 7 —N[TEE—#] (BULK[ERF =L+ I7 —/N\[TEEG-Body)) k@
WEEBFETRBOLTLIZE L,
Tighten by hand until the head and the shank holder faces meet.

[6) &HishF T Final Tightening
NLZa8O—=LAINFHULIFERR/INF (DSTA D) ICTIRENVIETH > EOE S BARTFDOLTLIEE L,

PRIV S RESR<IEE LY,
Tighten slowly with torque control spanner wrench or DIJET DS type spanner wrench and confirm that there is no gap.

GE) (R E T ICREICIRAN S HIRBTHMD TS RUEBLVIRE T 3RRENBVET

Attention : Final tightening without initial tightening cause connecting thread break.
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1. ANFE™LT3bO—IVRNF B UK BERAZ/NT (DSTA ) Zdb SERALKEET VATV IBZSRLIEE W)
2. ZNF(F FDAFAEICH > EBERE B THRHDHLIES L,
3. BV —AYREAF—IBEY v 77 — N\ [TBE—#] (B UK ERF =L+ T 7 —/N\[TBEG-Body]) DifEEHES € T, BEN RV 2R IZE,
Note) 1. Only use the torque control spanner wrench or 2. Please turn the spanner wrench slowly during use.

DIJET DS type spanner wrench. 3. Please confirm that there is no gap.
S — s ). ZANFREIAS—AYRRFICRHBLTBIF B Ao BIEBRHIZEL,
RUTAX | BRONLS | TR WM ) 230k 0 BRORE, £33~y ROER (W) BEU CHEELT TR
; == LEEW(EI21T—AYRTERR—IBER) . RANFICEOTREHMEEN DELBDIHBENHIET,)
M6 8.0N'm 8% 10* 3. ZEBW=12 (FEIER) DEI15—AvRICOXELTH. BAR/SFDS- 125 BELTHIET.
M8 16N-m 101 12 Note) 1. Modular heads are supplied without spanner wrench.
M10 16N*m 14, 15 2. In case of choosing torque control spanner wrench, confirm that the wrench size is match to the
Mi2 20N'm 17. 19 dimensions W & C of each modular head.
2 (There are some cases that modifying the thickness of spanner wrench is necessary)
M16 25N-m 22, 26 3. ¢ mark shows: DIJET have a stock of DS-12 type spanner wrenches.
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Modular head TLZD type

“INDEXBLE SPOT FACING DRILL” TLZD type
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Regrindable
WG A > — b Insert W 4K Body
I8& A % — b Insert A& Body
(mm) PVDa—7F ¢ >4 | stik(mm) BRATER TLZD# (1D) TLZD type (1D)
Tooldia. |4 \g®| PVD coated Dimensions Applicable dia. 3% (mm) Dimensions
ope | MeertNe. JC7550 a | 7 |[EmAloww | TEEE S ER
Over |Or under ; Lf #Db MD c W
14 TLZ1400 [ J
141 TLZ1410 (]
14.2 VLAY L 10.6 4.5 13.5 14.5 TLZD1400-M6 © 27.5 13.1 M6 7 10
14.3 TLZ1430 o
14.4 TLZ1440 [ J
14.5 TLZ1450 [ J
16.6 TLZ1660 o
16.7 TLZ1670 o
16.8 TLZ1680 o
16.9 TLZ1690 { ]
17 B 00 L 12.6 515 16.5 17.5 TLZD1700-M8 © 30.5 16 M8 8 12
171 TLZ1710 o
17.2 TLZ1720 o
17.3 TLZ1730 o
17.4 TLZ1740 (]
17.5 TLZ1750 [ J
19.6 TLZ1960 (]
19.7 TLZ1970 [ J
198 TLZ1980 ° 146 | 65 || 195 | 205 | TLzD2000-M10 | ® | 39 19 | M0 9 14
19.9 TLZ1990 {
20 TLZ2000 (]
20.5 TLZ2050 [
26 TL22600 L 18.8 8.5 255 26.5 TLZD2600-M12 © 43 25 M12 1" 19
26.5 TLZ2650 ()
32 TLZ3200 (] 23.1 10.0 315 32.5 TLZD3200-M16 | @ 51 31 M16 14 26

A oY —bIIT—RIBEAYTY .

1 insert per case.

) AR A VY - MIRAATH Y ER A
2. AKICL Y FBRUIZY TRUBEERERIER (MOLY) IFIBL TS E LA (BlFE).

Note)1. All cutters are supplied without inserts.

2. All cutters are supplied without wrench & MOLY.
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TARL S —FT 17— Y Modular head TLZD type

9= b7t Through coolant hole
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W& Parts
&R Parts
Ak M LoF
Clamp screw Wrench

25

DSW-2045H A-07

TSW-2556H A-08

930 TRERE HE LI (N - m)

TSW-2567H A-08 Clamp screw |Recommended torque
DSW-2045H 0.9
TSW-2556H 1.2
TSW-2567H 1.2

DSW-309H A-10 DSW-309H 21

TSW-3512H A-15 TSW-3512H 3.0

1 e e N DR L m Aol MSN Carbide shank holder
TYPE EBERANT A For high productivity .
® AB—~

IVRZIVY v I FA T Endmill shanktype

| ' — \ BTASAS5—ELa5—~v FER
._ . For the exclusive use of modular head TLZD type
T ook R o w@] T (mm) Dimensions | gz

Cat. No. Stock| oDs| #1 | L |[eD1| MD|eD2 | Weight
D2: Z—>2/ k& Coolant hole dia.
g eD2I7moY/hNE : MSN-M6-15-S16C | @ 15 | 60 0.15
2 MSN-M6-30-S16C | @ 30 | 80 0.19
= = — » 16 135/ M6| 3 ———
L \ Q MSN-M6-50-S16C | @ 50 | 100 0.23
2 1 ‘ MSN-M6-80-S16C | @ 80 [130 0.28
THE— D
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TAgTE_I-IJ,U “INDEXBLE SPOT FACING DRILL” TLZD type
401253 Recommended cutting conditions

T EZ (mm) Tool dia.

. 14 17 (17.5) 20 26 32
WHIM  |(£925—AV B 1 | (EV15—AYRHE | (EV25—AY B || (EV15—AY B 1| EV15—AY & :
Work materials | T|.7D1400-M6) TLZD1700-M8) TLZD2000-M10) | TLZD2600-M12) | TLZD3200-M16)

V¢ Y H n Vf Y H n V¢ Y H n V¢ Y H n V¢

(mm) | (mm) | (min™|{mm/min)| (mm) | mm) | min™ {mm/min)| (mm) | (mm) |[min™) |mm/min)] mm) | mm) | min) mm/min] (mm) | mm) | min (mm/min)
RE 40| 10 |1,590] 100 50| 12 |1,310] 100 [ 60| 20 |1,110| 100 70| 26 | 860|100 | 80| 32 | 700/ 100
(s50C, $550) 60| 10 |1,590; 60 70| 12 1,310, 80 | 80| 20 |1,110{ 90 | 100 26 | 860| 80 [110| 32 | 700| 80

FEE250HBLUT [0 10 11,500, 60 | 110 | 12 1,310, 50 | 110] 20 [1,110| 70 | 150| 26 | 860| €0 | 150| 32 | 700 60
Carbon steel

(C50, C55) 130 20 |1,110| 50| 180| 26 | 860/ 50 [180| 32 | 700| 40
Below 250HB
AL 40| 10 [1,590, 80 50| 12 |1,310| 80 60| 20 (1,110| 80 70| 26 | 860| 80 80| 32 | 700| 80

(5061, sko)_| 60| 10 1,590 50 | 70| 12 [1,310] 60 | 80| 20 [1,110] 70| 100] 26 | 860 70 |110] 32 [ 700| 70
REE255HBUT | 780 | 10 1,590 50 | 110 12 [1,310] 40 | 110| 20 [1,110| 60 | 150] 26 | 860] 50 | 150 32 | 700| 50

Die steel
(1.2344,1.2379) 130| 20 (1,110 40 | 180| 26 | 860 40 | 180| 32 | 700, 40

Below 255HB
FUN—K>8 | 40| 10 | 9100 50 | 50| 12 | 750/ 50 | 60| 20 | 640/ 50| 70| 26 | 490| 50 | 80| 32 | 400| 50
(HF%“;Q’QZNAQKS%?O) 60| 10 | 910| 20 | 70| 12 | 750, 40| 80| 20 | 640/ 40 | 100| 26 | 490| 40 |110| 32 | 400| 40

c v 80| 10 | 910 20 | 110 12 | 750/ 20 | 110 20 | 640| 30| 150| 26 | 490| 30 |150| 32 | 400| 30

Mold steel
(1.2311, P20) 130 20 | 640 20| 180| 26 | 490/ 20| 180| 32 | 400, 20

30-43HRC
25V LR 40| 10 2,270, 80 50| 12 (1,870, 70 60| 20 (1,590 60 70| 26 |1,220| 50 80| 32 [1,000| 40
(SUS304) 60| 10 |2,270] 50 70| 12 1,870/ 60 80| 20 |1,590| 50 | 100, 26 [1,220| 40 (110, 32 [1,000| 40
BEE250HBLLTF 80| 10 2,270 50 | 110| 12 |1,870, 40 [ 110| 20 |1,590| 40 | 150| 26 [1,220| 30 | 150| 32 (1,000, 30
Stainless steel 130| 20 (1,590 30 | 180| 26 (1,220f 30 | 180| 32 (1,000, 30

Below 250HB

sHek 40| 10 2,270 160 50| 12 |1,870| 160 60| 20 |1,590| 150 70| 26 [1,220] 140 80| 32 |1,000| 130
(FC,FCD) 60| 10 2,270/ 100 70 | 12 |1,870| 130 80| 20 |1,590| 130 | 100| 26 (1,220 110 | 110| 32 [1,000| 100

BEE300HBELT | g0 T 10 2,270 100 | 110 | 12 |1,870] 80 | 110] 20 1,590 100 | 150| 26 11,220 80 |150| 32 1,000/ 80

Grey &Nodular cast iron

(GG, GGG) 100 10 2,270, 50 130| 20 |1,590| 70 | 180| 26 [1,220| 70 | 180| 32 |1,000/ 50
Below 300HB 180| 20 |1,590| 30 | 200| 26 |1,220| 30 |210| 32 [1,000| 20
0 EHLES, H:BAIVES, N TEREGERE, Vi XEE
)

1. PROBEVHEHETEEMITORMHERLTOES, ERENTOBE . EHAEM0RETIXE Y EEE40~80%CTHFTIEEL, F.
FAEAI0°LLE TIE% Y RE £20~50%|-FIFTL &L,

2. FEROEEEIEE I KB EEREEALEBEOEMETT. BROBAR, T7I0—CTYY K FREBEEF>TIEEL,

3. FUREI(XTLZD1400-M6# K UTLZD1700-M8fE IR (£0.7DLL ., TLZD2000-M10, TLZD2600-M12§ & U'TLZD3200-M16{E ARFIZIDU T TEALL S
. THUEDRS £ BT HBEETAMIERT>ARAT Y IMTICEYHIY < THEYER-EHNESEFBLTOEAL L EL,

4 BEYRTEERA,

5. WHEIHOMELT— I BRALICEY, Y CTHRECHUBBANHYET, [REMSEAT 2] [REIEAD] WY CFHEYICK 5 TEMIE]
DEARHEABHYETOT, [EYEEFS] [RFvIMI] BEEFL, YU CTERMLTLES L,

EEL, RFULABMIOBEE. #YELFOY T ESHTAMIFIRAZTTOT. YHIREE LFEYETFHFT, DHA LYY CFEHLTIE
X0,

Note)

1. Above cutting conditions are for drilling flat surface. In case of drilling inclined surface, the figure to be adjusted as below:

For inclined angle under 30°, reduce Feed speed (Vf) to 40-80%, and for inclined angle 30° or more, reduce Feed speed (Vf) to 20-50%.

2. Above cutting conditions are for drilling with water soluble. In case of dry cutting, use air blow to remove the chips.

3. In case of using TLZD1400-M6 & TLZD1700-M8, recommend drilling depth under 0.7D or less. And, in case of using TLZD2000-M10, TLZD2600-M12 &
TLZD3200-M16, recommend drilling depth under 1D or less. But, in case of deeper drilling depth, be sure to make a prepared hole or use step feed for breaking
chips.

4. Endmilling is impossible.

5.n case of long chips evacuated, adjust above conditions by increasing Feed speed (Vf) or using step feed for breaking chips.

But, in case of machining stainless steel, not recommend to increase Feed speed for breaking chips. Please increase Cutting speed (Vc) and reduce Feed speed
(VF).
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TAZL =927V FDAL Y — MRIBESFE Procedure of mounting insert for TLZD

1129 —bPOEYHL Removing the used insert
FERAFA VY —FERYSL., RLFDA VY —bR7y b (R MER)
DEMEIT7IO—FICTHRELESL, A VY—FERYATHRIZ. V5
VTRLOLUFRIZUYMENEE->TVEBEK. FTT7IA—%T
frE#k, R LERHTIEEIL,

Remove the used insert and clean the insert pocket by brush or air blow
before mounting new insert. When torque wrench hole of clamp screw
clogged with chips and dust, please remove them before loosening the
clamp screw.

4'1'

{2 — bRy O
EMERE LS,

LYFRIZHY #
ENEFE-BE
&, 73v7ht
ERODLENBRE
{EEL,

2 HLWL Y — Dty b Mounting the new insert
FLOA VY —rEA VY —bRTy b (RY v M) 122y FL. 4 28— FD %R
FERDLSICHETHIZALEAL, 2ANDY 5 TRLETYISVTLTLESL, 0
B ETORORTHORL EEMHH LAY~ FEALIOMEBMA BN EE

P o _ - = N g ETA Y — hERY Y MIBEX
GEEEJ\& #Eﬁ.%%ﬁ(-rr)w (F&RZBH) L'C@@O){Ilﬁl-*77_z7’b'€§tét% BE | Esorso Tttty LR
95 TRCIZIE, BEEMFEHLFI'MOLY" (BIFE) #BHIND I L& HELET, W, v MED. QOIEIEY 5> \ - 1

Tighten the two clamp screws tenporary with pressing the top of insert ((D,@initial érgﬁﬁt@ ff_fa *95 2702 . .

tightning). After confirming there is no gap between with insert and insert pocket,
tighten the clamp screw completely. (Refer below table for the recommended % =
torque.) (@,@:final tightning). Recommend to apply anti-seizure paste "MOLY" to ’;I!;O__I._Y_@g_k_. "MOLY" (81155

the clamp screw in advance.

950 TRUEMRE #HERLI(N - m)

Clamp screw |Recommended torque
DSW-2045H 0.9
TSW-2556H 1.2
TSW-2567H 1.2
DSW-309H 21
TSW-3512H 3.0

A\ 58 & Attention
IS5V TRLITHERTTOT, 10— FE10EXBTHLICRLERBT L EHRIVLET,
2L, RLOEREZREREINHEEFT CITRLEEBL TS,

Clamp screw is expendables, so please also exchange the clamp screw whenever you exchange inserts
10 times. But, in case there is the deformation of the clamp screw, exchange it immediately.

v5v7hi

Clamp screw
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TEL. 06(6791)678114% FAX. 06(6793)1221 ;

Headquarters 2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan
Phone: 81-6-6791-6781  Fax: 81-6-6793-1221 1509001 [§|1S0O14001
JQA-2089 JQA-EM1580
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T221-0835 #F/| S EMER | [XER12T B268 4 $53%ME)LEF TH547-0002 KBRMFHEXMEHRLTH 18185
TEL. 045(290)5100 FAX.045(312)0066 TEL. 06(6794)0216 FAX. 06(6794)0217
WHLRIRE SRR WELLEZEr
T373-0818 BEEKAT/IEALG 1 4EH T939-8096 EILMEAR17&E205 ERE_E)L 1-B
TEL. 0276(45)8588 FAX. 0276(46)7446 TEL. 076(425)5171 FAX. 076(425)5187
Wl&E4 742 WLESESE
TI83-0852 lEh=MEXEMS T B2E&E35 T734-0022 [hEmMXEE]TH23%F 155 #fNEIL1F 1035
TEL. 022(299)0528 FAX. 022(299)3270 TEL. 082(282)3712 FAX. 082(282)3742
BEHEZE (BHEEERR) W NESERR
TA66-0034 ZHEMRFIXAFE 1 TE39FEH2 TU /U1 F T812-0011 EEMESXELIRFI4T B38E3S &%/ \BEAL/LEF
TEL. 052(851)5500 FAX.052(851)8311 TEL. 092(284)4610 FAX.092(284)4617
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T446-0058 ERKRLHH =94 1T H15&H10 >745T— 8F
TEL. 0566(71)0505 FAX.0566(74)3717

BE #t T 15 7547-0002 AFRFEEHXNER2THIZE185 TEL. 06(6791)68781 FAX. 06(6793)1221

= E E ¥ Fr T518-0205 == EFEMFASAK/E8-14 TEL. 0595(52)2800 FAX. 0595(52)284 1
BE H # I & 7584-0022 ABrIEHEMMHEIR2T B 18235 TEL. 0721(23)2700 FAX. 0721(23)2705
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IDIJET GmbH (Europe) IDIJET INDUSTRIAL CO., LTD. (Chengdu Office)

Immermannstr.9 40210 Diisseldorf, Germany RM.N0.2015, No.1BLDG.A-B Stand, Hi-Tech Incubation Garden,

Phone. 49-211-50088820, 50088822 Fax. 49-211-50088823 No.1480 Tianfu Avenue North, Hi-Tech District, Chengdu City, Sichuan, P.R.CHINA
IDIJET INDUSTRIAL CO., LTD. (Bangkok Representative Office) Phone. 86-28-8511-4585 Fax. 86-28-8511-2758

699 Srinakarindr Road, Modernform Tower 15th Floor, Kweang Suanluang IDIJET INDUSTRIAL CO., LTD. (Wuhan Office)

Khet Suanluang, Bangkok 10250, Thailand B-2513, Jiayu Jianyin Business Masion, No.10 Chuangye Road,

Phone. 66-2-722-8258, 8259 Fax. 66-2-722-8260 Wuhan Eco. & Tech. Development Zone, Wuhan City, Hubei 430056, China
IDIJET INDUSTRIAL CO., LTD. (Shanghai Representative Office) Phone. 86-27-8773-8919 Fax. 86-27-8773-8959

Room No.1008 Tomson Commercial Building., 710 Dongfang Rd., IHDIJET INDUSTRIAL CO., LTD. (Mumbai Representative Office)

Shanghai 200122, China 322, ARCADIA

Phone. 86-21-5058-1698 Fax. 86-21-5058-1699 Hiranandani Estate, Patlipada, G.B. Road,
IDIJET INDUSTRIAL CO., LTD. (Guandong Representative Office) Thane (W) 400 607, India

Rm. 1J2F, A Building, Lotus Plaza, Xianxidadao Road, Changan Town, Phone. 91-22-4012-1231 Fax. 91-22-4024-0919

Dongguan City, Guangdong Provence, 523850 P. R., CHINA IDIJET Incorporated (U.S.A.)

Phone. 86-769-8188-6001, 6002 Fax. 86-769-8188-6608 45807 Helm Street, Plymouth, MI 48170 U.S.A.

Phone. 1-734-454-9100  Fax. 1-734-454-9395
FATBROU— DI e
- - 11— 11— NEE
https://www.dijet.co.jp 0120-39-81-39  fixos61031230

CHEALEDERE TaERSCTRAVRELDIC
C ONE G TERALBNTLEE V. @XEREFEPRITOH D TRRF}MEALEN TS,
O T DR, BEMECLBT HICTERLEE W X RERFPRENN—ZTEALIZT V.
WARNING: °Grinding produces hazardous dust. «To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.
* oCutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

OILEMHIF WEDHTERLEEIHTENGBUET . Specification shall be changed without notice.
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