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Cooling and lubricating power
that reaches deep into the hole
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Deep hole machining without center-through

) —5 M EEUP CIgRE/R VA
Smoother inner walls with better coolant flow

»Shine Coating(DLC) CZEINL
Stable machining with Shine Coating (DLC)



e
[
O
(@)
~
(@)
ﬁ_
~
O
o
@)
<
@D)
2
Y
”
™
|
2
N
X
LI
QN

99— 87 IV—7J Coolant Groove

SEICEF EARDERILERI—S Y DR HEEEHET
SEEBI—S U N OEITTAHINE S BB EL_E LR CE REMTAVAT4E
DI —THRICEYY—I UL R CH B E M U R e E R
=T EX—I UL RIS R CHIB DB AH E I U EIEE A L

-Four reverse threading grooves on the outer circumference increase
coolant supply efficiency.

‘Increased coolant retention improves cooling and lubrication,
allowing stable machining even in deep holes.

and lubrication, enabling stable machining even in deep holes.

‘The groove effect suppresses frictional resistance and ensures
straight line stability. even in marginless machining.

‘The synergistic effect of the groove and marginless design prevents
chip bite and improves surface roughness.
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Shine Coating(DLC)
s N o '

SP3(F1VEVRES) BIEHE<EBEE(60GPa)
-HBEBROASRHZEECERS EREECBNESG

REERFAHE TELEES CUEHEROERE S\ UIBEHEL T =11
FBEETOVY—TITYF R

-High SP3(diamond structure) ratio and ultra-hard film (60GPa).
‘The thin film reduces internal stress in the ultra-hard layer for
excellent adhesion and long life.

-Low friction coefficient and smooth surface reduce cutting
resistance and improve chip evacuation.

-Ultra-thin film ensures sharp edges.




nIT57—% Technical Data

Technical Data

72UV Acrylic

FHTE YIHLERRE EYIEE TGRS AT YIHIHE

TOOL Cutting Speed Feed Depth of Hole Pecking Coolant
SXG50DN-0050 4m/min 50mm/min 25mm 0.1mm KA ELIEHR
0.5 (2,500min™") = 0.02mm/rev | 1tY (Blind) ) water soluble

SXG50DN / HE#HE (Surface roughness) Rz:0.29

MAO>JRUIL General purpose long drill

fFRITE YIHERE EYIEE TUES AT YIHIHE

TOOL Cutting Speed Feed Depth of Hole Pecking Coolant
SXG50DN-0050 15m/min 285mm/min 25mm 0.7mm FKAELIEIH
¢0.5 (9,500min™") = 0.03mm/rev 1EY) (Blind) ' water soluble

SXG50DN / mE#E (Surface roughness) Rz:0.49
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A5052

fFETE YIHEERE XV EE TURS 2T BEIhF

TOOL Cutting Speed Feed Depth of Hole Pecking Coolant
SXG50DN-0050 12m/min 152mm/min 25mm 0.1mm KB TIEHE
0.5 (7,600min™") = 0.02mm/rev | 1tY (Blind) ) water soluble

SXG50DN / mE#E(Surface roughness) Rz:0.36

C2801(E#%) Brass

FRATE IEILERE YRR TURS ATvS IEIhF

TOOL Cutting Speed Feed Depth of Hole Pecking Coolant
SXG50DN-0050 12m/min 6Tmm/min 25mm 0.1mm KBTS
$0.5 (7,600min")  0.008mm/rev  1tY (Blind) ) water soluble

SXG50DN / m#BE(Surface roughness) Rz:0.22




HRINTAE Recommended Processing

Instructions

Q %7 (Required)

#2%E (Recommended)
£HFF / Pointing
a O e 3
Ao ADPN

EADIFRUILE : 2O0RTIV—TRUIVERRE
Spot drill diameter : Same as the diameter of Cross Groove Drill

H1E5% / Pilot hole

S ADRS or ADR —— catalog

HARRUIVEZE - 20RTI—TRIIVICHUL+ $0.01~0.03
Pilot drill diameter : +$0.01 to 0.03 of Cross Groove Drill

FUIJVINZ(R7TvD) / Drilling(Pecking Cycle)
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9—52OMFIA How to Apply Coolant

EHSIRISTEETHRIC
Gently from above

‘ EHoBLL
Strongly from the side

50D (SXG50DN) {EHEFOFE =
Precautions for using 50D (SXG50DN)

B&E(Vc):40m/min LETIXERAULBVWTLIZE L,
Do not use at peripheral velocity (Vc): 40 m/min or higher.

11



JEE% - 18108 E7INTARYJJL Deep Hole Drill for Non-Ferrous & Resin

20X )V—TKVJJU Cross Groove Drill
SXG30/40/50DN pz=

o}
)
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GRAIN

J LCF J %
O
| OAL r=
N ™
ARRZE:+0~-0.01
¢D Tolerance BA{iI unit:mm
AFE RS R BER 2R R HFE RS BE BER 2R iR
DC L/D LCF OAL DCON DC L/D LCF ' OAL | DCON
30 | SXG30DN-0030 9.9 50 30 ' SXG30DN-0095 31.4 65
0.3 40 40DN-0030 @ 12.9 50 0.95 40 40DN-0095 40.9 80
50 50DN-0030 | 159 60 50 50DN-0095 50.4 | 105
30 SXG30DN-0035 | 11.6 50 30 SXG30DN-0100 @ 33.0 65
0.35 40 40DN-0035 @ 15.1 @ 50 1 40 40DN-0100 43.0 80
50 50DN-0035 @ 186 60 50 50DN-0100 53.0 | 105
30 ' SXG30DN-0040 @ 13.2 50 30 |SXG30DN-0110 @ 36.3 80
0.4 40 40DN-0040 @ 17.2 60 1.1 40 40DN-0110 47.3 80
50 50DN-0040 @ 21.2 @ 60 50 50DN-0110 58.3 | 105
30 SXG30DN-0045 @ 149 50 30 |SXG30DN-0120 @ 39.6 80
0.45 40 40DN-0045 @ 19.4 60 1.2 40 40DN-0120 51.6 @ 105
50 50DN-0045 239 60 50 50DN-0120 63.6 = 105
30 |SXG30DN-0050 '@ 16.5 | 50 30 |SXG30DN-0130 @ 42.9 80
0.5 40 40DN-0050 | 215 65 1.3 40 40DN-0130 55.9 | 105
50 50DN-0050 @ 26.5 @ 65 50 50DN-0130 68.9 | 120
30 |SXG30DN-0055 @ 182 | 50 30 |SXG30DN-0140 @ 46.2 80
0.55 40 40DN-0055 | 23.7 @ 65 1.4 40 40DN-0140 60.2 | 105
= 50 50DN-0055 @ 29.2 65 50 50DN-0140 742 120 3
Q 30 |SXG30DN-0060 '@ 19.8 | 50 30 |SXG30DN-0150 49.5 80
% 0.6 40 40DN-0060 | 25.8 65 3 1.5 40 40DN-0150 64.5 | 105
~_ 50 50DN-0060 @ 31.8 80 50 50DN-0150 795 120
O 30 |SXG30DN-0065 @ 215 | 65 30 |SXG30DN-0160 52.8 105
i 0.65 40 40DN-0065 | 28.0 @ 65 1.6 40 40DN-0160 68.8 | 105
) 50 50DN-0065 | 345 80 50 50DN-0160 | 84.8 @ 120
o 30 |SXG30DN-0070 @ 23.1 | 65 30 |SXG30DN-0170 56.1 | 105
@) 0.7 40 40DN-0070 | 30.1 65 1.7 40 40DN-0170 73.1 105
< 50 50DN-0070 | 37.1 @ 80 50 50DN-0170 | 90.1 | 150
op) 30 SXG30DN-0075 @ 248 65 30 |SXG30DN-0180 59.4 | 105
0.75 40 40DN-0075 | 32.3 @ 65 1.8 40 40DN-0180 774 120
AN 50 50DN-0075 @ 39.8 80 50 50DN-0180 | 95.4 | 150
i 30 ' SXG30DN-0080 @ 26.4 65 30 |SXG30DN-0190 62.7 @ 105
=\ 0.8 40 40DN-0080 | 344 65 1.9 40 40DN-0190 81.7 120
v 50 50DN-0080 | 424 80 50 50DN-0190 | 100.7 | 150
“ 30 SXG30DN-0085 | 28.1 65 30 | SXG30DN-0200 66.0 | 105
I\ 0.85 40 40DN-0085 @ 36.6 65 2 40 40DN-0200 86.0 | 120
I 50 50DN-0085 @ 45.1 80 50 50DN-0200 | 106.0 = 150
N 30 SXG30DN-0090 @ 29.7 65
,,‘\ 0.9 40 40DN-0090 @ 38.7 80
U 50 50DN-0090 = 47.7 = 105
|\< ANYOTCREBIN TV IREARIEFER<SEETITIHEENHUET
For improvement of tools, the specification on this catalog may be changed without
LI advance notice.
AN 12




IZHELNHIEMATR Standard Cutting Conditions

4% s A383 Brass Tough-Pitch Copper Acrylic
DC AR |[=YVE| AR FVE| BF [XVE| AR XVE| BR xVE| AR [EVE
.
19 10

Cutting conditions

v ka

30D 10 23 23 5

$ 0.3 40D 9 0.01 17 0.02 20 0.005 20 0.05 4 0.01 9 0.04
50D 8 15 18 18 4
30D 15 19 15 23 5 15

$ 0.5 40D 13 0.02 17 0.03 13 0.008 20 0.06 4 0.02 13 0.06
50D 12 15 12 18 4 12
30D 25 38 29 23 10 8

$1.0 40D 22 0.04 33 0.01 26 0.005 20 0.08 9 0.045 7 0.06
50D 20 30 23 18 8 6
30D 15 29 36 23 10 8

$1.5 40D 13 0.04 26 0.02 32 0.01 20 0.1 9 0.04 7 0.08
50D 12 23 29 18 8 6
30D 15 19 44 23 10 8

$2.0 40D 13 0.04 17 0.02 39 0.01 20 0.12 9 0.05 7 0.12
50D 12 15 85 18 8 6

ATYTREYE :

FUIVEX20% / Peck depth : DCX0.2

X 7Y FEE : FUILEX40% / for Tough-Pitch Copper : DCX0.4
X PEEK : 0.02mm / for PEEK : 0. 02mm

X DEEYHIRMAISKREBIRRZEER T 258 DR4 T,

KTy £ ITRDR) ) RNBEILRE AT e BIFT CRIBERRUER/NIHIZ TTF I,

X EADEMDREOEHH _EERTRIREISEVRVGEIE RN ZERE TOEVEEH T IER
TV ZDHEEEYEEREULERTTIF TS,

XKENYOT DHERMIRMIBEREVTIHAT IV EERICEMIYRARCERERICEHE THET D
MENHYET,

X This cutting condition is based on the usage of water-soluble coolant.

XMinimize drill runout accuracy at chucking as much as possible at the point where it
can be measured.

XIf the maximum rpm of your machine does not reach the above cutting conditions, use
a higher rom in the stable range as much as possible. In that case, reduce the feed
rate by the same ratio.

*The recommended cutting conditions shown in this catalog should be used as a
general guideline. Please adjust conditions according to the dimensions of work, and
machine actually used.

ZE2LFDOEFEE
Attention on Safety

BUINTERZFTHDETDHDERDSY T INHICIEFZF TS RNVT T,
BITEZ7T—-ZNMSRUETERICE TEDRUCEL®, AXNRFICERE BMNEVKLSITERUTTTL,
BITENBIEL RIS ENHYE T D TCTEEAPIIREATRCLZENN—ZFERALTTTL,
BINTHIICHT TERUIIYDOTEZERZRLTTE,

BIERRILYT—ICULONMIEREL IENEIZTTEL,

‘Touching the cutting edge with bare hands may cause injury. Do not touch cutting edge.
‘When removing tools from cases, be careful of getting out of tools and don’ t touch
directly the cutting edge with your bare hands.

‘Please use safety glasses and safety cover while using the tool as the tool may break and
scatter.

‘Please check the dimensions of the tool and workpiece before machining.

*The tool should be firmly attached to the holder to prevent runout.
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ATOM

SAITO SEISAKUSHO CO,I1D,
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EHE
https://www.atom21.co.jp/ Qe U
[=] vz

TEL:03-3966-7606

PHEEEIE FAX :03-3966-7600
Contact Us

E-mail : info@atom?21.co.jp L )
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